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FUNCTIONAL CERAMIC ITEMS

Ilposedeno komn tomepHe MOOeNI08AHHI NPOYECY THHCEKYILIHO20 UMM KepamMiyHux aupobis. Ompumano po3nooiiu mucky
NOPOdICHUNT npec-ghopmu ma 4acy ii 3an08HeHHs MePMONIACMUYHOIO MACOI0 Y npoyeci iHdcekmyeanns. Busnaueno onmumanvhe
Micyepo3mauty8anHs THAHCeKYitiHO20 OMEOPY, NPU AKOMY CHOCMEPIeacmbCs MIHIMAIbHA O0BXHCUHA NTHITL ChAlo Y 8UpoOI 6 Kinyi
npoyecy. Bemanoeneni sanesxcnocmi uacy 3ano8HeHHst npec-ghopmu ma 008iHCUHU JIHIL CRalo npu pisHitl 6 si3kocmi mamepiany 6io
PO3MIpHO20 napamempy supooy.

Kniouosi cnosa: komn romepre mooenogannsi, iHJceKyiiine 1ummsi, iHjiceKyiline QopmyeanHs, JiHis CNaio.

Beryn

Imxekuiiine ¢popmyBanns (ID) — ne aHayor rapsyOro NUIIKEPHOTO JIUTTS, B SKOMY BHKOPHUCTOBYIOTH THCKH 10
0,5 MIIa. B Texnomorii 1® Tuckn imkeknii ckmagatots 10—100 MIla. Texuosorist 1@ xapakTepu3yeTbesi BHCOKOIO
MIPOYKTUBHICTIO 1 CTaOUIBHICTIO MPOIIECY, T03BOJISIE 3aCTOCOBYBATH HECKIIafHe 1 Hepopore oOnaaHanHs. [{um metomom
MOJKHA OTPUMYBATH BHPOOH CKJIaTHOI T€OMETPUYIHOI (POpMH, B TOMY YHCII TOHKOCTIHHI 1 OaraTocTymiH4acTi BUpoOH,
SKi CKIIQAHO BWTOTOBUTH TpAAWIiiHUMH MertomamMu QopmyBanHa. CyTh MeTOAy TOISITa€e B OTPHUMAaHHI
TEpMOIUTACTUYHOI MAacCH, IO CKIATAEThCA 3 IOPOIIKY TBEPAOTO MaTepialy Ta OPraHigHOIO 3B’S3YI0YOT0, 3 HACTYITHUM
IH)KEKTYBaHHM L€l Macu y MeTalieBy npec-(popmy Ta 1l 0XOJOMKEHHIM J0 TEMIIEPaTypy 3aTBEpPiHHS 3B’ S3yHOUOTO.
[Ipu uboMy ¢opMyeThbcsi 3aroToBKa 3 KOH(Irypalli€ MOpoKHUHU mpec-popmu. Jlami 3aroToBKy HarpiBarOTh JUIst
BIZATOHKU 3B’S3YyIOUOr0 Ta CIIKalOTh A OTPUMaHHS KiHIEBOTO BHpoOy. OCHOBHI 3aKOHOMIPHOCTI OTPUMAaHHS
KepamiuHux BHpOOiB MeTonoM 1D omucani B po6oTi [1]. Bukopucranns 1® 3HayHO 30inblLIyE BUXIiJ TiHUX BUPOOIB
CKJIaHUX (POPM 3 KepaMidHUX MOPOILIKIB 3aBASKH ITiABUIIECHHIO (Di3NKO-MEXaHIYHUX BIACTHBOCTEH MaTepiainy BHpOOY.
Exonomiuni mepeBaru texHosorii 1P mossraioTs B 30UIbIIEHHI BHXOAY TifHOI Mpoxyknii B 2—3 pasu, 3MEHIICHHI
BUTpAT Ha Marepianu B 1,5 pasu i, Ik HaCJIiJOK, 3MEHIICHHI cobiBapTOCTi BUp0OiB 110 2 pasis.

Mera

Meta pmaHoi pobOoTH ToONATaE B KOMI'IOTEPHOMY MOJCTIOBAHHI ONTHMAJIbHUX 3HAYEHb TEXHOIOTIYHUX
mapaMeTpiB (OpMyBaHHS KEPaMidYHUX BHPOOIB HA OCHOBI HITPUAY aJIFOMIHIIO 3aJIE)KHO Bij iX po3Mipy, THITy MaTepiamy,
MICIIEpO3TAITyBaHHS IHXKEKIIITHOTO OTBOPY Y Tpec-PopMi.

Po3paxynkn

Meroauka KOMIT'IOTEPHOTO MOJECIIOBAHHS IHXKEKIIWHOTO JIMTTS KepamMiyHMX BHPOOIB CKiIaaHoi (opMu
po3pobieHa i Boepile 3acTocoBaHa HamMu B poOoTi [2]. ITicast uporo ii BUKOPHCTOBYBaIM JUIsi ONTHMI3alil MpoIeciB
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Puc. 1. Po3noaia TucKy y nopo:KHUHI npec-(popmu 1Jisi BATOTOBJICHHSA CyLIILHOI KY1i (@) Ta yacy il
3aM0BHEHHS TEPMOIJIACTUYHOIO MACOoI0 ()
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Puc. 2. 3mina Tucky 6ias inmkekniiinoro
O0TBOPY NPHU JIUTTI CyHiILHOI KyJIi pi3HOrO
niamertpy:
1—-6mm,2—14 MM, 3 —22 MM

IKEKIiHHOTo (POPMYBaHHS PI3HOMAHITHIX KepaMidYHHUX BHPOOiB [3-5].

OCHOBHHMM TEXHOJIOTITYHMM HapaMeTpOM IHXKEKI[IHHOTO JIUTTS €
HIBUKICTh 10JIa4i TEPMOILIACTHYHOT MacH B MOPOXKHHUHY Ipec-popmu,
IO 3aBXIM 33/aBAIM TMOCTIMHOIO 3 METOH MOPIBHSUIHOTO aHaji3y
PO3paxyHKOBUX pe3yJbTariB. E(EKTHBHY B’S3KiCTh TEPMOILIACTHYHOI
Macu BUOWpPATHM, BUXOIAYM 3 00’€MHOI KOHIICHTpAIll KepaMidyHOro
MOPOLIKY.

Po3srnsiHeMO pe3ysbTaTH KOMIT FOTEPHOTO MOJCTIOBAHHS MPOLECY
3aIllOBHCHHS TOPOXHUHU Tpec-GopMU JUisl BHTOTOBJICHHS BHPOOY Yy
BUTIBIAL CymumbHOT Kymi (puc. 1). SIK BHIHO, THCK pPO3MOALIAETHCS
JIOCTaTHHO PiBHOMipHO. MOro MakCHMyM IOKali3yeThcs B 007acTi
IHKEKIIHHOTO OTBOPY. B HIDKHIN 9acTWHI Kyl THCK JOPIiBHIOE HYIIIO.
Yac 3amoBHEHHS Ma€ 3BOPOTHII XapaKTep: HIKHS YaCTHHA HOPOXKHUHU
3aIOBHIOETHCS GBI TIOBUIBHO HIXK BEPXHSI.

3MiHa THCKY OiJisl IHXKEKIIITHOTO OTBOPY B MPOLECI JIUTTSI BUPOOY
B (hopMi CyIiIbHOT KyJi mpeacTaBicHa Ha puc. 2. TyT crmocrepiraethes

MOHOTOHHE 3POCTaHHSI THCKY Y Yacl JINTTA, a TaKOX MiJABUIIEHHS 0apUYHOTO MAaKCUMyMY 31 30UIbIICHHSIM PO3MIpiB

BHPOOY, 110 (HOPMYETHCS.
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Puc. 3. Po3noain Tucky y nopo:kHuHi npec-popmu 11 BATOTOBJICHHS KYJ1i 3 0TBOPOM Ta 4acy ii 3all0BHEeHHsS
TepMOILIACTHYHOI0 Macol0 (iH:keKuiifHuMii 0TBip po3TamoBanmii B BepxHiii yacTuHi (¢) Ta mocepeauHi oTBOpPY Ky.Ii (6))
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Puc. 4. Po3noain THCKY y NOPO:KHUHI npec-(popMu 1151 BUTOTOBJIEHHS KYJIi 3 0TBOPOM Ta Yacy ii 3all0BHeHHsI
TepMOIJIACTHYHOK0 Macolo (iH:keKUiiiHi 0TBOPU po3TalioBaHi B BepXHiil yacTuHi () Ta mocepeauHi oTBOPY Ky.1i (6))
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Po3rnsHeMO pe3ynbTaTH KOMIT FOTEPHOTO MOJCIIOBAHHS IPOLIECY 3allOBHEHHS MOPOXKHHUHH Ipec-(hOpMH UL
BUTOTOBJICHHSI BUPOOY y BUIIAI KyJli 3 OCOBHM LMTIHAPUYHAM OTBOPOM (puc. 3). Sk BUAHO, TUCK B KiHIIl MpoLecy
PO3IOINAETCSA JIOCTATHRO PIBHOMIpHO. MOro MakcHMyM JIOKasi3yeThcsi B OONACTI iHKEKIiHHOrO OTBOPY, SKHMif
posramoBaHuii B BepxHil wactuHi (puc. 3, a) Ta mocepeauHi (puc. 3, 6) orBopy kyui. Kaptuna posmnoxiny 4acy
3allOBHEHHS Ma€ 3BOPOTHIiH Xapakrep.

Pe3ynbpraTi KOMIT'IOTEPHOTO MOJICTFOBaHHS MPOIECY 3allOBHEHHS ITOPOXHUHU Npec-(hOpMH Uil BUTOTOBJICHHS
BUPOOY y BUIJISIII MOPOXKHUCTOT KyJi y pa3i 3aCTOCYBaHHS JIBOX IHXKEKLIHHMX OTBOpIB HaBeieHI Ha puc. 4. Y 1pomy
BUNAJIKy MaKCHMyM THCKY JIOKAJI3Y€TbCs B OONACTi IHXKEKIIHHMX OTBOPIB, SIKI pO3TAalIOBaHI B BEpXHIN YacTHHI
(puc. 4, a) Ta mocepeauHi (puc. 4, 6) 0TBOPY KyJIi.

I'padixu 3MiHM THCKY Oisl IHXKEKLIHHOTO OTBOpPY B IPOILEC] JIUTTS BUPOOY y (hopMi Kyili 3 OCBOBHM OTBOPOM
npencraBieHi Ha puc. 5. TyT crocTepiraeTbCsi MOHOTOHHE 3POCTaHHS THUCKY Yy Haci JIMTTS, a TaKOX 3MEHILCHHS
0apUIHOTO MaKCUMYyMY 31 30UIBIIIEHHSM PO3MIpiB OTBOPY Y BHPOOi, 0 GOPMYETHCS.
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Puc. 5. 3mina Tucky B Micui iHXKeKTYBaHHS IPU JUTTI KYyJi 3 0TBOpoM pi3Horo aiametpy: I — 20 mm, 2 — 28 mm, 3 — 36
MM (0AWH iHKeKUiiiHUI OTBIp po3TamoBaHuii B BepxHiii yacTuHi (a) Ta nocepeaunHi (6) oTBOPY Ky.JIi, ABa iHXKeKUiiiHi oTBOpH
po3TamoBaHi B BepxHiii yacTuHi (¢) Ta mocepeauHi (¢) oTBopy Ky.Ii)

Ha puc. 6. npencraBieHo po3MoALN JiHIM crar y chopMOBaHiil MOPOXKHUCTIM Kyni. BuaHo, mo MiHiManbHa
JIOBXKHHA JIHI} CIIal0 CIIOCTEPIracThCsl MPU BUKOPUCTAHHI OJJHOTO 1HXXEKIIIHOTO OTBOPY, IO PO3TAIIOBAHUN Y BEPXHii
YacTHHI KyJi (puc. 6, a).
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Puc. 6. Posnogin jiniii cniao y nopo:xHUCTii KyJi (0QMH iHzKeKLilHMIl 0TBip po3TaloBanuii B BepxHiii yacTuHi (@) Ta
nocepeauHi (0) 0TBOpy Ky.Ii, ABa iH/KeKLilHi 0TBOPU PO3TalIOBAHi B BepXHiii yacTuHI (6) Ta mocepeauHi (2) 0TBOPY Ky.Ii)

Ha puc. 7 300paxkeHi 3aJeXHOCTI JOBXHHHU JIiHIM CrHaw BiJ JiaMeTpy OTBOPY KyJi HpW pi3Hiil B’sS3KOCTI
TEPMOIUIACTUYHOI Macu. BuiHO, 110 31 301LIBLICHHSIM JiaMeTpa OTBOPY BUPOOY 301IbIIY€ETHCS TOBKHHA JIHIN CrIalo.
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Puc. 7. 3ane:xxnocTi 10BKUHH JIiHIH cHal0 Bif AiaMeTpy 0TBOPY KyJIi IpH pi3Hii
B’SI3KOCTIi TepMOILIACTUYHOI MacH (0JUH iHkeKUiliHMIi OTBIp po3TalIoBaHMil B BepXHii
yacTuHi (a) Ta nocepeauHi (6) 0TBOPY KyJIi, ABa iHKeKLiiiHI 0OTBOPH po3TamoBaHi B
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Puc 8. Po3moais THCKY y moposkHuHI npec-GpopMH 1151 BUTOTOBJIEHHS COIUIA T Yacy ii 3a10BHEHHS TePMOILUIACTUYHOIO
Macolo (iHkeKUiHHUA 0TBip 3HAXOANTHLCH 3 BXiAHOrO (), BUXiIHOTO (0), 000X (6) KiHLIB comia)
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Posrnssnemo  pesynbraTi
KOMII'FOTEPHOTO MOJICITIOBAaHHS
IpOLIECy 3allOBHEHHS IIOPOXK-
HUHHM TIpec-pOpMH Ul BHUIO-
TOBJICHHS BHPOOY y BHIJISII
corua. MoJentoBaHHS TIPOBO-
JUIH  JUIi  TPhOX BUIAJKIB:
IMKEKIIIHHUN ~ OTBip  3HAXO-
JUTBCSL 3 BXIJHOTO, BUXiJHOTO
KiHI[1 comula, 3 000X KiHIIB
omHoyacHo (puc. 8). 3 aHamizy
PHCYHKY BHIHO, IO PO3MOILI
TUCKY B TMOPOXHHUHI TIpec-
dopmu Ta yacy Ti 3alOBHEHHS
Mae  pI3HMH  Xapaktep B
3aJISKHOCTI BijJl PO3TallyBaHHS
IHXKEKIIHHUX OTBOPIB.

I'padixu  3MiHM  THCKY
Oinst  iMKEKUIHHOTO OTBOpPY B
npoueci JUTTs BUpoOy y dopmi
coIula TpeJCTaBieHl Ha pHc. 9.

Xapaxrep 3MiHA THCKY
IIOBHICTIO CIHiBITazae 3
pe3ynpTaTaMu, IO OTPHMaHi

JUISL TIOPOYKHHUCTOT KYJIi.
¥
A

hi
A

Scale (50 mm)

8

[MPa]
I2.891

2168
1.445
0.7226

0.0000

[s]

l1.141

0.8557
0.5705
0.2852

0.0000

1
e
T

3 4
g  CkaAA
e " PUVEOUTS
aAAALd
oS

00 02 04 06 08 10 12 14 16
tc

8

Puc. 9. 3mina THcky 0ins iH:KeKUiHOr0 0TBOPY B MpPOIIeCi JUTTS COMJIA 3 Pi3HUM J1iaMeTPOM BHXiTHOTO OTBOPY:
1-2,5mm, 2 -5 MM, 3 — 8 MM (iHzkeKkuilinuii 0TBip 3HAX0AMTHCSA 3 BXiIHOTO (@), BUXiTHOTO (0), 000X (6) KiHLIB comia)
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Puc. 10. Po3noaia ainiii cnar B BUpo6i y ¢popmi conna (inkekuiiinuii oTBip
3HAXOUTHCS 3 BXiIHOTO (@), BUXigHOTrO (), 060X (8) KiHIIIB COMJIA)
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Ha puc. 10 mpencraBnero
po3TOAiN JiHIA crmal B BUPOOL Y
copmoBaHoMy coruti. MiHiManbHa
JIOBKUHA JHINA cIiaro
CIOCTEPIraeThCsi MPU BUKOPUCTAHHI
OJTHOTO IHXKEKIIHOTO OTBOpY 3i
CTOPOHM BUXIJIHOTO OTBOPY COILIa
(puc. 10, 6).

3aiIe;KHOCTI TIOBXKUHHA
JIHINA cIaro BiJ JiaMeTpy BUXiTHOTO
OTBOpPY COIUIA TIPH Pi3HIN B’SI3KOCTI
TEPMOIIACTUYHOI ~ Macu  HpeJc-
TaBJeHi Ha puc. 11.

Puc. 11. 3ajexHocTi 10B:KUHM JIiHiii cralo BiA AiaMeTpy BUXiTHOT0 0TBOPY cOILIA NPH Pi3Hiii B’ A3K0CTi
TePMOMJIACTHYHOI MacH (iHakeKUiiiHUI OTBIP 3HAXOAUTHCS 3 BXiIHOTO (@), BUXigHOIO (), 000X (8) KiHLIB comia)

{
[s]

¥
[“I"ZZJ? . goeses
0a 0.7489
5280 0.4993
1.744 0.2496
Io 0000 Io 0000

Scale 0 )

Scale G0 m)

a
[MPa] [s]
l2-645 I0v9884
1.984 07413 \ )
1323 0.4942
0.6614 0.2471
lo,oooo Io.oooo
Scale (30 mm) Scale (30 mm)
6
[MPa] [s]
l2 485 Iu 9917
1.864 / 0.7437
1.242 0.4958
0.6212 0.2479
0.0000 0.0000
Scale (30 mm) Scale (30 mm)

6

Puc. 12. Po3noais THCKY Y HOPOKHUHI npec-GpopMH 1151 BUTOTOBJIEHHS BOPOHKH Ta

yacy ii 3an0BHeHHS TePMOILIACTHYHOI0 Macolo (iH:KekuUiiiHUI OTBip 3HAX0AUTHCH 3
BXiJIHOT0 (@), BUXigHOTrO (), 000X (8) KiHIIiB coMJIa)

Posrnsinemo  pesynbTaTi
KOMIT'FOTEPHOTO  MOZENIOBaHHS
HpOoLECy 3aIIOBHEHHS ITIOPOXKHUHH
npec-GpopMH U1  BUTOTOBJICHHS
BUpOOY y BHUIJISIII BOPOHKH. Y
BOMY BUIAJIKY MOYKHa
CIIOCTEpIraTd JIOCTaTHBO HeEpiB-
HOMIpDHUHA pO3MOMIT THUCKYy B
pisHMX wacTHHAX BHpOGY. Koro
MaKCHMYM 3aBXXJH JIOKaTi3ye€ThCS
Ot iHKEKUIHHOTO OTBOpY. Y
pasi 3aCTOCYBaHHS  OIHOTO
IMKEKIIHHOTO ~ OTBOPY  MiHi-
MaJjbHe 3HAYCHHS THCKY
CIOCTEpIraeThesi 3 IHIIOTO KParo
oTBOpY BOpoHKH (puc. 12, a, 0).
IIpu 3aCTOCYBaHHI JIBOX
IHXKCKIIIHHUX ~ OTBOPIB  MAalOTh
Micue [iBa JIOKaJbHUX MaKCH-
MYMH THCKY, a HOro MiHIMyM
3HAXOOUTHLCS  OLIT  BXIZHOTO
OTBOpY BOPOHKH (pHc. 12, 8).

I'padixu 3mian THCKY Oinst
IHKEKIIHHOTO OTBOPY B IpOILECi
JHUTTS BOPOHKH NpEICTaBJICHI Ha
puc. 13.
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Puc. 13. 3mina THCKY 0l iHKeKLiiiHOr0 0TBOPY B Npoueci JUTTA BOPOHKH 3 Pi3HMM JiaMeTpOM BHXiAHOI0 0TBOPY:
1-6mMm, 2 -8 MM, 3 — 10 mMm (in:kekuiliHuii 0TBip 3HAXOIMTHCS 3 BXiIHOTO (@), BUXiIHOTO (0), 000X (6) KiHLIB comia)

Po3nopin miHil cnaro B BUpoOi y hopmi BOPOHKH IpeAcTaBieHui Ha puc. 14.
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Puc. 14. Po3nopais JiHiii cnaro B BUpooi y (popmi BopoHkH (iHAkeKUiliHUI 0TBIp 3HaX0AUThCH 3 BXiTHOrO (@), BUXiTHOTO
(0), 000X (6) KiHLIB comIa)

3ajeXHOCTI JOBKMHM JIHIM charo BiJ JAiaMeTpy BHXIIHOTO OTBOPY BOPOHKM TIpH pi3HIH B’S3KOCTI
TEpMOIUIACTUYHOI MacH MpeJcTaBleHi Ha puc. 15.

B 2
7 Na.c 24 40
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Puc. 15. 3anexHocTi 10B:KMHM JIiHili ciaio Big AiaMeTpa BUXiIHOr0 OTBOPY BOPOHKH NpH Pi3Hiii B’A3K0CTi
TePMOMJIACTUYHOI MacH

Ha puc. 16 mpencraBneHo aeski mpukianu rpadikiB gyacy 3amoBHEHHS Ipec-QpopMHu B 3aJIeKHOCTI B AiaMeTpy
cyuinbHOI Kymi (puc. 16, a), miaMeTpa OTBOPY MOPOKHUCTOI Kymi (puc. 16, 6), miamerpa BHXiTHOTO OTBOPY COILIa
(puc. 16, 6), niamerpa BUXIZHOTO OTBOPY BOpOHKH (puc. 16, 2). Taki naHi € BaxJIMBUMH napamerpamu (GopMyBaHHS,
OCKIJIbKM BOHH JIO3BOJISIIOTH ONTHMI3YBaTH TPUBAIICTh MPOLECY 1HXKEKTYBaHHS, MiJBHUIYBATH CTPOK EKCILTyaTaril
IH)KEKIIIMHUX COTIeN i MPOAYKTHBHICTD YCTAHOBKH B LILIIOMY.
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Puc. 16. I'padiku 3Minu yacy 3ai0BHeHHs IOPOKHUHM npec-¢popMu pi3HUX BHPOOiB
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BucHoBku

B pesynprari KOMIT'IOTEPHOTO MOJETIOBAHHSA IIPOLECY IHXKEKTYBaHHS B IOPOKHHUHY TIpec-(hopM I
BUTOTOBJICHHSI BUPOOIB y (opmi CylinbHOT KyJi, Kydi 3 OChOBUM LMIIHAPUYHUM OTBOPOM, COIUIA Ta BOPOHKH
TEPMOIUIACTUYHOI MacH Ha OCHOBI MOPOIIKY HITPHIY aJIOMIHIIO BCTAHOBJICHI KOPEISIIHI 3aJIeKHOCTi: yacy
3allOBHEHHS TIpec-POpM BiJl XapaKTEPHOTO JAiaMeTpy BUpoOy; JOBXKUHH JIIHIH CIal0 Bijl XapakTepHOTO JiaMeTpy BUPOOY
Ta B’S3KOCTI TEPMOILTACTHYHOT MaCH.

Annomayusn. Ilposedeno KomnvlomepHoe MOOEIUPOBAHUE NPOYECCAd UHNCEKYUOHHO2O UMb KEPAMUYECKUX U30enuil.
Tonyuenvl pacnpedenenus oasnenus 8 NOIOCHMU NPECcC-POPMbL U 8PEMEHU ee 3aNOTHEHUs MEePMONIACMUYHOU MACCOl 8 npoyecce
unocexmuposanus. OnpeoeneHo onmMuUManrbHoe MeCmMOpPACHOI0NCEHUE UHNCEKYUOHHO20 OMBEPCMusl, NPU KOMOPOM HAOI00aemcs
MUHUMAIbHAS OUHA TUHULL CNAsl 8 U30elul 8 KOHYe npoyeccd. Ycmanognenvl 3a8ucumMoCcmu 6pemMeHy 3anoaHeHus. npecc-popmul u
ONUHbL TUHUTL CRAsL NPU PA3HOT 813KOCTU MAMEPUANA OM PA3MEPHO20 NAPAMempa u30eusl.

Kniouesvie cnosa: xomnviomeproe Mooenuposanue, UHICeKYUOHHOE TUMbe, UHICEKYUOHHOe POpMOBaHUe, TUHUSL CRASL.

Abstract.

Purpose. Computer-aided modeling of optimal values of technological parameters of aluminium nitride-based ceramic items
moulding depending on their size, material, site of the injection opening in a press-form.

Methodology. Technological research of injection moulding regularity of the complex form products from technical ceramics
and computer optimization of process.

Findings. The computer-aided modeling of ceramic items injection moulding has been executed. The pressure and mould
filling time fields in the mould cavity during the injection have been derived. The optimal local position of the injection openings,
when a minimal length of weld lines in item at the end of process is observed, has been determined. The dependences of mould filling
time and length of weld lines with deferent viscosity of materials on diameter of item have been defined. The output data for
development of technologies of mass production of products from technical ceramics are obtained.

Keywords: Computer-aided Modeling, Injection Casting, Injection Moulding, Weld Line.
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