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wodlanAnueda (Polylactic acid; PLA) iﬁgﬂﬁ’mmﬁwﬁaﬁ’fmLmuwmaaﬂﬁiﬁmﬂ
sz slngidon winudn PLA Sanuuds Wi uagdnsdamiian duiadunals
Arwanansalumsinugniinluausinisnauiasents suidediejatuinsuuig
AuuALTRUNUTEMIYes PLA Tumsantugd Tnensldmaianisunsninedmenasusuiidy 8
Sanldlunmaietuusuas Tanudondnduduanudadentu ¥ud PLA
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dmuaruudussoussnonifnseninstanaiuusuas Yanilondn nudrinlidnlsnedud
Amnuudausssioussiisasniiiaganinuduiidn 21.29% lnsmnenemsdugiuineuanliiiiu
5aé’ﬂwmzﬁuﬂwmwa§L;J@%L%aﬂizﬂawé’amﬂi’a@La%mngﬂﬁqaaﬂaam}’mwaﬁma%ué’ﬂ

AEARY : weduanAnLeTa WadesidaUseney walan1sARTuFULUULITA

(3)



Thesis Title Polymer Composite from Polylactic Acid by Insert-Injection

Molding Technique

Name-Surname Miss Jidapa Kromsuriyasak
Program Materials Engineering
Thesis Advisor Assistant Professor Narongchai O-Charoen, Ph.D.
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ABSTRACT

Polylactic acid (PLA) was developed to replace plastic derived from petroleum
processes. However, it was found that PLA is stiff, brittle, and has low elongation. As a
result, its workability is limited in some mechanical properties. This research focused on
improving some properties of PLA in the injection molding using textile and film insert
techniques, while the materials used for reinforcement and matrix were the same as
those of PLA.

In this research, the PLA non-woven fabric or PLA film was inserted into the
cavity of the injection mold and then proceeded through the injection molding
technique to produce a polymer composite for studying morphological characteristics,
physical and mechanical properties of the polymer composite.

The research results showed that the composites in all cases exhibited higher
modulus than unreinforced PLA by 96.2% and had the similar value of tensile strength
in all cases. The results of the impact test showed similar values. The results of the 3-
point flexural strength test in terms of loading from the front side of the reinforced
material showed that the film had a compressive strength 13.2% higher than that of non-
woven fabric. For the peel strength test between reinforced material and the matrix, it
was found that the non-woven fabric had peeling strength at the surface 21.2 % higher
than that of the film. The morphological photographs displayed the surface appearance
of the polymer composite after the reinforced material had been stripped from the main

polymer.

Keywords: polylactic acid (PLA), polymer composite, insert-injection molding
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1.1 fuuazaudfny

wanfausinarainiifiunumludiausssriuieutmun fidnmsaevaussdunsld
1 firuamunns saensusiadiuanzay ldunannssuiunsnadinsed dedymilu
msfdn ligovaae anAdlusssund uagFeunniiovhats dagiudeduudnlnilunisniy
wanadnildudrlusludauar indunildlng ieanuSunaaey wilunszuiunisnissleda
Fupsuusniidewihrensdaunaidavematadin uiiilosievervdnlngiinusenidaduines
Usgnaumenanafnvatsvdadvilieindenisdauendiotlusledawazinduunlding
danavirliAadudgninisuanngiiduiivaelan wWu Usingnisain1izidounsyan
(Greenhouse effect) 1nnsuannandasitlnsidounasransasivaiiliaunsodesaansls
98I Mndgydanans Fdlasinnsnszduliinidedisa AnduinuiuasysulsaTanln
Tumssdsmanadniiansnsadesaanslivnadanin Bioplastic) vauideuls Sludald (1] wagld
TagAvdiarmnsondanaunud uludldlusssund (Renewable resource) Ll ayunALNY
wanafndindnandlagiadl Lﬁaamﬁmwwﬁdqwaﬂswue{aﬁssmw@ dawindon wudalunis
Uuugauasiannanadiniianunsdesaaeldmedinmiuduiiinadlaluiagtuunn

wanafndanw (Bioplastic) [2,3] uienwarafndiningesaanyle (Biodegradable
plastic) AewanafniinaniuannTansssuwadediulnghduin aunsndovaaelalusssuni
(Biodegradable) maam{]zymmwﬂumwmaau FededndumadendideBudnsundndneia
Iannunasdlansiaduazdudnmadeniifululdlunisnaununaiad ndaasziildan
Wasidon Tagsssunddfanmnsahusdndunaafindanmdvaisvie wu utls (Starch)
TUsAuaInd uavdnlne udu wagluussaiagsssund wsdoinduingiumssssumadn
doalumsianudananafinmedininuiniian esannuanlng (Lactide) Ailddundaldan
nsndingaunsduazanunsaadawdenaniglsmanisinensdilng wu 919a1d 91alne u
duenss uardos duduuiidumsiionludeuts vieaslulawsn feqdundd Radunse
wanfn (Lactic acid : C3H603) FailnssuiSadeiunisndnides arnduthnsauanindldun
Wasulassad1alnidu waalng (Lactide) LLﬁ'gﬁmmé"u’Luszwqaﬁg']mmﬁaLﬂﬁauiﬂiqa%f'm
Wuneduanfinueda (Polylactic acid, PLA) [4] wanaRnTinmiinananuldlpensetdidngita
LNTIZAZLAANTTNOIR ﬂ’]iLﬁEJEUi'NLﬁQIﬁ%’UWJ’m%u \osannshidennudy elafinsld
Jeovdunisiinlugesaaiouds Mi3eniinsanandin (Lactic acid) 910Uk 1unszUIUNNS
polymerization lnsauanfndenfudunediues (Polymen daidndufidousuogia
uwnsnanglugnanvnssutlagtiu ufe wedlandnueda (Polylactic acid; PLA) [5] 1umnanafin
figonamuldvmstinmadianedioawnes (Polyester) Savinunaningauiiansnsonaunuiumn



Indansssuvd Inedianedwesilondaainnisduasieimivaziianula Insaewmdaniny
o & P oA A < < aa & A U
FouuarauulAdueg1an dANULTY TAULTWIMNNaNG uonantinisusedudnins
aa a a a . . Y v [ a a s d! a
Tinvoseduannuedn (Polylactic acid; PLA) seuindedldnasauleadasduiounileludy
Wi WalSeuisununeduasdansied [6-9] T9mns1n15iuafAoud19RLRLNLAUNTEUIUNNT
f19 NINTEUIUNTERIadule NszuIuMIAntugy N1sBRsaviuNuilday wasdianunsodes
ganglema@inn il au moull wanadin weduaninue@n (Polylactic acid; PLA) gninluly
MuAeutrainuate ausaildduiidudmsvieiueims ovindulowasdme e
Ulundaduideduasinuizsosud nsgisluuduuwng, Tudruniogunsaldinunsunngau 9
lednee

wutgnanues weduanfnuada (Polylactic acid; PLA) @9 A11uLUS1E F91UURY

[
=

‘1/111‘1/1@ﬂmﬂmiumawawivammwmﬂmm‘mmaammmaﬂamwimﬁ atumsdatugy
Fuauudnaduusife Tanaduuse o1vdmalidunuiilddusuneduaninuedn (Polylactic
acid; PLA) firaudeusefintuluunsdy LmLuaqmaﬂzwmaﬂsuaam'iﬂamiwamamamamsm
ndualdlid mssleda uaznmsdosaanaldmedanin dudadufinmesnuideididnumnsiu
sUnedimesideusznau (Polymer Composite) [10] lanianaes (v3eu1nnin) viadu
dudseneu uandieiy druusndodiufiaiuus dududndidulasadeilimuudouss
winediwesidesznou duiminiiduduiisuusman (Principle load-carrying members)
voswodluesiTsUszney diuitaesie wemind (Matrix) Wuagivhnifdadiuaiuusadn
shefileglusumuaziFesinmiun nedwesidewszneuldgmitnld uasfunsandu
agunIvans efidofivansuszns lnslanizegsBamsruiuvesnaauTivesnediuesi
wansney 2 wia wiewnnity %dﬁuazﬁqwaﬁﬂﬁmamﬁm%ﬁlﬁﬁ@mamﬁ’muﬁﬁuﬁm 7 7ilon
wunndudeifieuiunediwessinde uastosiiadnusynmsdmemeduesifeusznouiia
dnuusgnauiuanssiuilimsinduanlflviwagnssluAadululddeudreen

Tun1sfnunil TasniufanisUfulgsanaudivisusenisvesnoduaninedn
(Polylactic acid; PLA) 1u§°dqumséﬁyugﬂé’ﬂwmmaqwaﬁLuai‘L%qUizﬂauﬁﬁwmﬂ’?aqﬁsfaa
aagldmedanmitasunninindnusgsaildiasuusaiutagudaifeitu [11] Soilvidmad
sonsthndualdlmisnads viesluadalmivaznsgosanienistanm lasldinaianisdn
LUULNSNAVE (Textile Insert Injection Molding) [12,13] Laslas UL SR s uNuRduivien
Sapuiadeturdniiaiuusuarduiduamind fefuardmaitoninidunuigusuld
ndulUslenia wazddldnudutanaiuusdludueig q atumuiseifaadlunmsfnuides
nadlddnlineuasuruiiduliasuusslunszuinnsdnduzuuuuunsn (nsert Injection
Molding)
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1.2 IngUszasAvaInIside

121 eAnwinstugunedwesiBsUssnauiauuuiaiuussdiaedlidnliveuas
A3 USBUHLTIEY 1NNTEUINNTEALULUNTA (nsert Injection Molding) Lilagdnuaizmis
NMenMYeINeileiTIsENeU

1.2.2 Lﬁa'ﬂ%‘uﬂqmmauﬁ’amqﬂamwszmwmwaaLN@%L%QUﬁzﬂaUﬁQLLUULa%mLm
Feinlsifnlineuaziaiuussdouniuiidy 99nnssUIunIBnTusUiuuunIn (nsert Injection
Molding) Tng/lduaifunuusoaUsyanu (weld line)

123 \ievnedwefisusznauiituvuiaiuusseiilidnlive wasaluuseiag
wudufiviinsTuguiFeuudnnfnwinasUisuieunuautiuissenis weldiduuums
Tunsuiuugedanliitunasnaunutaniiaunsagosaaslénisdanmuuulifimaiaduus

1.3 YULUAYDINITIVY
131 Yanildduguinlidnline weduanfnuedn (Polylactic acid; PLA) 1n3n
6100D 9NUTEN Nature Work drusuvidlidnlive shnstusunediuesiBsusznoudas
m%a?m%ugﬂ (Injection Molding, ARBURG 470 C) udfisus (Mold) Weld Line l¥idianeduan
Anuedn (Polylactic Adid, PLA) 1n3n 30520 dwisudndugy
132 nsduguiiladnluvedisindesdnInuuuansifies Thermo HAAKE®
PolyDrive (Single Screw Extruder) lagld waduanfinie@n (Polylactic Acid, PLA) 1nsa 6100D
Tun159u3U 21nU5EN Nature Work Tnsviinnssainnigldaniazgumgd 230 °C (Zone
Extruder) Melt Pump 7 14 sousieundl Usunssfumaniuidule (Drawing Jet Pressure) 71 10
psi LATAULIIABNIUTOITY (Belt Speed) Asiifl 2 m/min
1.3.3 wiuildudsaguanneduanfnueda (Polylactic acid; PLA) 1nsa 2003D 910
US¥M Nature Work
1.3.3 Apsgviaudivesdanediues
1) nedeuanUAn19AIuTau (Differential Scanning Calorimeter; DSC)
2) negausvinisluavasnadas (Melt Flow Index, MFI)
133 yn1sfusunedimedifeusenaudaeindasdadugy (Injection Molding,
ARBURG 470 C) utifiin (Mold) Weld Line 14 islansduanfnuedn (Polylactic Acid; PLA)
1n3A 30520 dwmsudntugy
1.3.4 AATeRantinig ¢ Ueanoaiuesiieusznau
1.3.4.1 eaouanURALYIng
1) MadeuANLLTwswoLsIRwamediuesBslsznou (Tensile
strength) 410135574 ASTM D638
2) MINAADUANNLTILTIRDUTIRIRIVRINEAILBSTUsEnaU (Peel
strength)
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3) NISNAABUAIULTILIIABUIIAAUUY 3 90 VDINOALUDT LT
Usenau (Three point bending)
4) NTVAFOULTINTEUNNVOINDALNDSLTIUTENDU (Izod Impact Test)
ASTM D256
1.3.4.2 VAEBUANYAUENNFTUFIUINGT
1) NINAARUFUFIUYINBAIDITIUTENBY FIENFDIRANTTAULUY
d939n51@ (Scanning Electron Microscope, SEM) (JEOL, JSM-65)
1.3.4.3 NAFOUANWULNINIUAN
1) pnumvesinlidnlivewaswiuiiduildlunisasuus
2) MINAABUAINLINTIRY (Rock Well Hardness) ASTM D785

1.4 Uszleviiiaadnazlésu

141 annsalfifunmdunsfuussdedoussznmsvomeduaninuodaLie
andapmitonanulusuvesnmantfmanasefanflansnsadesaansldvnsdinm

1.4.2 annsaliifuuumidlummaanedwefiisusznouiiviiantagiiansades
aanglannedinm ﬁﬁ&JﬂizUiumSaWﬁugﬂLL‘U“ULL“Vliﬂ (Insert-Injection molding) Imelauaifumn
kUU Weld Line

1.4.3 awnsaldidunwinisdunmsfnuiuasimuinisinluslofavemefinesids
Usgneufikiunssurunisdatugduvuunsn Tnedaniildlunismandlivinlimedunedwes
wiaftuimuadshanasfiamsodosaansldmedanm

16



unil 2
N B uazauIeNNYIVaY

2.1 wanadngaaanglinietanw

wanadndildtuegludagtuiuidenilansuaznsznvegnansuszns Meannu
FoININAINUAINIINTHER 1150159309180 ALALNIUANTAANTBY AILLU WATAIIY
nunu i ignianusuldnuegisunsvargluningnaivnIsuiaznIneImis W walasn
vssafasiomnafinogmafuinwilaenldldarsiuys [14] yniulnarafnEudmanssnuiia
yeguAMLATAIndey MegRamnIsshdmesnnsimumanainfifauautRviedy
SonAvlndluviunide T101m uay dosanolédnisdanin damanafnvdnlndldgnim
younuwanaandildoglutiagiu

211 mnuaansalunistesaaenmstinmvsmanainiudaindon

wananlaeviilufiaesdnmiudsadifanudonamniw deldannsossym

ndugavesorgmslivuvewmdnfusinarainiliinnsdesans uiviwatanaiusen
ndunnldln danav vFeduanmlufwnaeuiawuuinuUasuaslifinisdaudaslé 115y
T 2556 wuin 32% veswanaRniiaviua 78 A1us findnldFuaeadludwndendansussdiv
angnleszyieduiuvesmanadinvuinidnviolulaswataiin (Microplastic) fimuanndigalu
umanns \Jundnfusidanset wu lulastunanadniidvadundndusiiaiesdiens [16]
sesaande lasnarafnfifinainnisaanefemarain daunasiumdnveslalaswaain
fio Msdnusevesdeiaiessud musnmensgdeidananainlugnaivnssuseninewiing
yuds uazn1stnéradedindnasgy [17] fsedrdlniminsauedlalasnanadinddnsiiosun
Sefleuiunswaniialan ognslsfin veznanadniifinisianisedisligniesluuiunannnay
AlAnlulaswanainiazasludanndesluiign feduenvdmaressuvidnafivhliiannis
Juideusenaafnuaznaredudiunieddewnstinuuardn dafunisanlalaswanadn
nnussanaznelhiAnlsgleviumma warafnvavuasunistosaaisuisedwiamnaad
n1eAIW (Physicochemical) #30719T20IW ATEUIUAIINILAINIBAIN (Physicochemical)
M85 9IN5HNToU N3Ld eNan il pa91nuaalan Ay w3endu uaznislelnslada
(Hydrolysis) MssonTati (Oxidation) %QﬂszmumﬁmdflﬁmwamwwiawmaaﬂﬁgwmLLaz
Juavendnueslulaswanain (18] lumendufunisdesaangvesmananinigosaaslinis
FanmiduiAnangdunis wuaiiSendoouludildnnden dsauamsalunsdesaais
yardaninsuforawandsiueenluniuanudy guvnd uaranzuindendug daagll
roliAndunsesiodniuasiin gamsnlsangud 2.1



Table 1. Definitions, examples, and chemical structures of bio-based, biodegradable, and oxo- and hydro-degradable plastics.

Plastic Definition Example® Chemical structure Ref.

a plastic made from
bio-based renewable resources, PEF [31]

namely biomass or waste

PHB

a plastic that can be (bio-based)
assimilated by bacteria
bio-degradable and/or fungi to give
environmentally PBAT 130]
friendly products (fossil-carbon-based)
CieH CisH
a plastic whose * ! m/\ i
degradability is induced
oxo-degradable by additives that initiate Oxo PP 20, 211
oxidation reactions M
HN.__0O

a plastic whose degradability
hydro-degradable is induced by the polar groups PA [24-27]
susceptible to hydrolysis

[a] PEF = polyethylene furanoate; PHB = poly-4-hydroxybutyrate; PBAT = polybutylene adipate terephthalate; Oxo-PP = oxo-degradable polypropylene; PA=
polyacrylamide.

'
a

JUN 2.1 uansindinnu deganazlassairamnaaiiveananainfigesaaiglaniadinin (7]

wanafndianunsaidenaansldniadann (Biodegradable plastics) [19] 1Tu
wanadndildarnunasiudaingAuuiadanm Biomass) ldaningiinaununieasrdlnaile
(Bio-based materials) 150910010 54AA (Petro-based materials / non-renewable) 11378
FanmansunszuIuMIsensiinuy wienisuimine (Composting) Sevdsnsldau ag
d1usad oaanglamedaieduniadinim (Degradable) wazUanUaos ¥ A1wasueu
asUsznevedunid wnatanm lnglinaundedawvandaoy d9dunine niearsivld
Tnevhaluuds Fssuunnalnmsdesaaneshvematannls [20) Judssavilug)q feil

nselosvialdenanInainias (Photodegradation) Fanstesaanedalaeids
uas dudunannmisiduasiufuiessfiselidnudedhseuadunatain vieainun
Nnnsdaszitussmaniiilianysal dwaliuanindeldidesansed (L) Jadlonyiusy
fanamlsgnduialasnasaaniasaziinnisuaniavessiusy (Free radical) Feliiadios Fadly
yhufAseesunaiitustlumelsnedmes MliAnnsviavesasly winsdesaanslag
wastiagliAndunieluteilinay viean minadonilalnuuas vietusugnanuseannnismd
ffarmuisnuuin esnsilismanaRnmiuldasoduiaiuidyildlnonss

Msideuanmvena (Mechanical Degradation) MéannnsTiussunnsevinuu
Funuriliusdmestununanaininnsuanuandems Faduisvlvlunsiiliguen
wandutug

nsidenaninldfeufAzeteendindu (Oxidative Degradation) THUfATeN
sondindulunsgosaaeiusznielu WuUAsenaineendiauluseiulinanavesmediues
wazind uldvalunudaunnden Tnsfiuased audeu sondiau vieuswnanaduduudi
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dday AndulalasiUadeenles (hydroperoxide, ROOH) Wuansusznaulumanaindilyifings
AudusswfasorfinelmAnauiaies (stabilizing additive) kasuazaudouasyinli
asUsznevlslasilefoanled uand Ahiafosuazyhuiisoetustluamelanediues Jaih
TAnnsunninuasgadeautidanalieg1esins,

nsdenanwléidglalaslada (Hydrolytic Degradation) dsufjAzefuiden
gangfvesnafiweivyioaves vielue 1wy uds nedleanes wedmsusiun wedysinu
wagneduoulensies aelsluanaiinnisuanindudunannujiser Tneujasenduds
pomdu 2 Uselnn fe Usmmﬁﬁaﬂﬂﬁ@'}’uéwﬁﬁ%m (Catalytic hydrolysis) wazlidainns
A39Uf A58 (Non-Catalytic Hydrolysis) Feuszanusndauvseantdidy 2 wuude wuudild
mssiaaamsJﬁaEJéhL'ﬁ'ngﬁ%mﬁmauaﬂsuaﬂmaqa (External Catalytic Degradation) Wagliuu
ﬁi%’ms&iaaamaé”mﬁaLiﬂﬂg’jﬁ%mﬁmdmmimaqa (Internal catalytic degradation) §an1s
Feanmielslaad WunslddlumsiliiAauiasenfioliindluians wieaasiuse
Mnftuszifounmaalvg dvwliusnduasileuniafituiadnas Tngldiiseinaneuen
ThAnUFATeTwunld 2 viln AediviliAsufitowuueulsiuagdnviafeuuuilildion
lan] Faanunsonuiaeldvhlumuaninuinden

maﬁamamalﬁmﬁamw (Biodegradation) tJunisliqdauniddnluviliiae
nsidouan mimamlﬁmumau 2 mumawam LuaqmﬂmmmaqmawaaLmasmmum’l‘mm
fiflvwelnguagliarars Ssdduusswesmsidenanmuietosaaeasiiadtuneuen an
nsUgesdulesivesgdunidanunsaiialéiauuuld endo-enzyme i toulwsifivhlsiinng
wandvesiusyegdliifiuseidounteluansls uasiuy exo-enzyme wiotoulusifivihliiuse
wiagmihetivundniiaaiegdiumevesaelanediuasifinnisunnin ewediweunns
IFnafidnnearanusounsiiuniasaditnll wasiinnisgesaaiesoludiudl 2 auldidu
wAnnuetludduanying (Ultimate biodegradation) Hundsnu uaza1susznouyunaidnd
WafleTnI953INR (Mineralization) iy wiaanfusulasenled 1h ufafinu inde uss
wALTIA (Biomass)

2.2 waawanfnwadn (Polylactic acid; PLA)

weduanfinuadn (Polylactic Acid; PLA) [21] Wunanafnmedinnsiandeiidnly
nauvoInedleamaiwuvatglgnse (Aliphatic polyester) d9LAT1ENLALATIINNTALANGAN
(Lactic acid) Fansnidlfunannszuiunmsninudmiodima fafufiediudmiedinhmai
diudsenauvian fegrau 113lne dudUsnds 9eenTedin uumuumumﬂﬁmﬂmmm
sdnlumsndnld Se¥mgivmaniamsaugniudionauwnulndlfesnseiiles Sntawodiuesi
Hadnogluvszinmineslunanaiin (Thermoplastic) fianansaldnszuauilulunstuguls wu
N38UIUN15T u3ULUUER (njection molding) N159 ugUuuuAIILT 8w (Thermoforming)
ﬂSSUiuﬂﬁiﬁﬁ%’ugULLUU’éjﬂ (Compression molding) n1583A (Extrusion) LLﬁBﬂ’]iLﬂﬂsﬁugﬂ
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(Blow molding) 1Uusiu Fanasangnldeu ndndueianvantazaiuisadesaaislangy
FanmdlegninluilanauldfulasldssegalduuindewSsuiisuiunatainilaain
nsruIuNINNenamnssutlngall Tgdnsvesmeduaniiniedn dawandluzun 2.2

Photosynthesis Hydrolysis
water °® ba,
" Starch Enzymes
Carbonic P
acid gas _ lants - Glucose '
V Faermentation
Metabolisaf® - .
@ [ Microbes
) Lactic acid
Lactic acid Cyclization
., feaction
o @ ddiorobes Polycondensation |
HydrolsSe Natural ¥/ lactide
environment Ring scission
Oligolactic ) Molding polymerization
acid Polylactic
..' WA acid
Se—— ] -
Hydrolysis 7 / Processing

< 4 4 Chemical reaction
@ ® @ Biological reaction
process of g r in comp

UM 2.2 Jpinsvesneduaniinueda [21]

auroumslfnuesmeduaninuedagniiauaifisdluiinisunng 1wy Juduns
Ugnareeteay (Implant devices) Yanaquamivainwadlulsufousad (Tissue scaffolds)
lnuazane (Sutures) Liasainnsuandsunugs wuldenuagnodiwesihiminluanasii 3o
Tiftaudfnanam 3aldinmetauimedalmideliund fneluiensdaneduaninuedn
T midnTuenageludsmadauld msldnuvestaguinidasuunsoonly iesanned
wandnuedaidutanfiaaesiadduamannnningiuiiafadougnmauwuiulndld Ssan
nsldindgmuszavanannnldiant uazlivdosansfivuazdsnaidedunden vilk weod
wandnuedaiiuiaglugaueddmsuanuduussdasiuasnandueiifiensgulnadiudu o
wualduvessuideludaqvuldwaumeduandnuedod oldid undndusifaniny
(Semidurable Products) uagthailimaununaraininanainuansositlinsied
2.2.1 nszvrunsHaanaawanankadn (Polylactic Acid; PLA) [22]
fngAuwieuldfonsugnininedddufanifuauladenlss (CO,) wagin

(3 A

Juimgau Mnssuiunisduaseziuasvesiia ladngauiluuds udrfadudmiodnlng u
runszuaunsviinuy Tneldqdunidians iedeslumanavesutiuazihmarualugidunse
uanfn (Lactic Acid, CsHs05) Bslfiduneuamoslunsdaunsgrineduwes annsnautsennls
Wu 2 nszuaumsndng laun nszuaunisainaiunuu (Polycondensation) #3003 UUANT

\UA249 (Ring-opening Polymerization) Tunsguiunisaaliaznsauanin laen195iu19e4
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Ufnselunsauaniin 2 Tuana vibiAsduansuszneuwuuisiiddeduwaning (Lactide) Tu

guduwsn AntuIsienwnukanindll aeldenvemedwesgndunseituludiduson

=

SRadumepaiivilfidendondnfasinanafinildannszuiuid weduaning Fudeduase
Hrun1sudaftanunsailuduguidioluussy ndldeold ilesananssiafeatuainiians
nszuaus 1ne PLA WulndwesimesTumanainiifirnuudeusauasugdags anmnsavianain
yiwensyudeu wu 41lna Fadn Wuduedlussenaerdvhinlndloanesdeindulasiily
wannsadanilansand (Alpha Hydroxy Acid) §edednanunsagesaansldnisdanin (23]
Tassaomaatiuanslugud 2.3

- —n
Ul 2.3 gmslsaainsvosmeaudninue®a (Polylactic Acid; PLA) [22]

2.2.2 anvRunIweduansnia®n (Polylactic acid; PLA)

Tagnnsamuda PLA Sdnwarilailoesionndan uaziinuwiniiigs &
Ifnansiduuidazainildsamsg auinianaves PLA annsahluldauldigudetu
funananitagly AidautRvesenudunelunanadn Snia PLA fanansatosiunsidosas
auaznd uldiiuoged fanudunuderiiuuaglutugs lurueiuiaandiou fe
asvaulaeenies uazthanmnsounsiiuldiduogned fanuesudensnszunns Sedin i
aruudslndiu PVC awmudenianszunn waziinisBangeiilndiestu PET wenani PLA &3
fautRlndiAssiu PS uaranunsoirlusauladfiaud@lndiAnsty PE wio PP dadu PLA 39
o lUUudgsaniRniugusiadunstusuuasmsldaurudeatunanainitilufings
NnsEUIUNSUlngiAdl

mmu’%qwéﬁmm (Optical Purity) 484 PLA danalagnsaseadifinimiy
fau audAnenawasautinisdununisfuniuresaiuas e (Barrer properties) 714
§n3ndruveausa-loloiwesgendn 90 wWesifu duudrldumdunedinasuuui win
(Semicrystalline polymen) Tunauefinedwesiifa-lolewesludiuussnauiiu ﬁmmu?qwé
Fauasanasuasivnlduduedugiunediues (Amorphous) usnanigamgiinsvasuman
oumgliAsuanuznuinasUiinasaniuwliuiamudmaiuesusa-loluwesfianag
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¥

fredamdmvetleluuesiivanaatuneluaelgdoilineduanfinuedafiduasenduled
gutifinannnane aunsehluldnunasuiuldmumnudeinisivainvanetu

autRaraefemeduaninuedatuegifudadiudiutsznaumiedogluas
Towodwed wazUsurmainuidundn (Degree of crystallinity) wa'ld@1u1snazansd
woanesed uazarsusznevlalnsmfueuiliivyunud 1wy 1onieu (Hexane) waziguiny
(Heptane) fvharaefidmiuneduanfinuedniifirnuuiavsiduasgs (Poly(L-lactic acid),
PLLA) loiuA davharatedunidngunassiummuazngeesiuem (Chlorinated or fluorinated
organic solvents) lapaniwu (Dioxane) lnaanleiau (Dioxolane) wagyLsy (Furane) S1%iiAnNe
duanniadn (Poly(raclactic acid)

autfvnanauazynanennyesmeauaninuedadidanudasdunizegil 1.25
Tnglsisinunsisdndinediues (Unoriented PLA) finmiusizannusdsnansguag (Stiffness)
waziinuudansege (Strength) eringn1siineanuds (Oriented) axlsiaudanadafunodie
AAUNLINNILTA (Polyethylene terephthalate, PET) LLﬁﬂé’Uﬁﬂdﬂwaﬁﬁlmﬁuﬁgﬂ%aaﬂué’a
(Oriented PS) AnueadaLazAIANNNUABLTIAR (Tensile and flexural modulus) Yasnaauan
aﬂu@%mL.Lamﬁwﬁqmdwwa&aﬁﬁummumLLu'uqﬂ (HDPE) wodaln3u (PS) azwodlwsiay
(PP) ein1sNUMABLIINTZUNA (Izod Impact Strength) LLazmi%ﬁqumﬂﬁ’ﬂ (Elongation at
break) uansATosninanaRnTidnsy dnuwaznanIsa ey PLA stauuuruuarlairiuns
arsoen fuandlunsei 2.1 seifianenissnidesia (Degree of orientation) wazUsunay
Y94 Isomer 91AANARDNITNAFDU

M1519% 2.1 uansanUanienavesmeduanfniedniininluanage

» ) lalbinunnsisia HIUNTAIER
#UUR
(Unoriented) (Oriented)*
AAIATUN L TR 9895 6,900-7,700 6,900-24,000
{Ultimate tensile strength, psi)
ATIHATUNTULTIFAST9AATIN 6,600-8,900 MN/A

{Tensile yield strength, psi)

UapAHULTIA (Tensile modulus, psi)
mqm-iﬁwﬂ’mu‘idﬂi:um f

(Notched lzod impact, ft lb in-1}

Yoz badaflgauanitn Elongation at break (%)
AILdls (Rockwell hardness)

500,000-580,000
0.3-0.4

31-5.8
52-88

564,000-600,000
N/A

15-160
82-88

a a a A a 3 1 Yy & a 1
woduandnuedalaunniiudsuainaniusudsaansuanduliuaaigens (Ty)
waggavaeuual (T,) ABud1sgenIuneslunatainialy aamgiinaransiuaduienduegiv
uminluananagdnsdmsenineduuuilowss (LD ratio) lngwulngumgiinaansiuadull
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dhwiinluenaiatunuinliy manauuea-duuuilewefidriuAsuuilowehligumngd
nanansudduiinltuandias WeshodussviueauasRlndiAssiunniu 1y Shmdan
sewinweasiediiu 50:50 gamginanansudduiiuualiuandaunniian lnevhllgungi
NADUMAIVRINDFLANANKETATA10glUY e 130-160 °C N15ANRIYBIQUNY I aBULNAY
desnwavesiily-uaalndfaruddylnetaegliauannsolumstuglie Snisdsmasan
NSIELANIMNAINAINTBU
auiAnisUesiun1sTNe0nv0IVOUMAILaLAY (Barrier Properties) Tngauds
mstesfunsdueenvesveanauas igluneduaninuednlinalndlAssiunanainiiludily
Tuauussyusitiagu wu wodaladu vie wodleRFumisrnian mdulseaninsseuli
finweandiau lulnsiau wararsueulneanled duldves PLA HAtaundt wodalniu (PS)
gendmediefdumsrinie (PED) drunssenlilohduiudalndiAssiu wonani PLA
annsntestunsfuriiuveanauldd nedfdaannisldansusnoudunidanAdulssans
M3 W Lefiaos@em way -lalufiu (D-linonene) Fswuindimfdeudnalndifedluwed
RaULTHNLIA
223 mIdaneuavdeuaninueswednaninweda (Polylactic acid; PLA)
drulngdniinannisvineenvesaislgnialudiunudiduana lag
sssuTALdINMsdsaninAnannisiiainanufouiignliifusnszdu viewgdnssalums
Fanw (wu teulel) UfAseeenTatu n1suandimeias (Photolysis) wazn1suansiiainsad
(Radiolysis) ilasanmsidsanmandatuldimnanignmuasnisdanin nalanmsaaioway
Fonanmiuinifedlostunisideuanimaindsinden (Environmental degradation) Jadui
fnasion1sidsaninues PLA Usznaudievaisagis a1 dnminluiana Usuiaaanundn
oMl Awu3ans sedumudiunn-ans (pH) Usinamuiduduluinge (Salinity) Uinal
oondiaufiiley viioaudesnisarsomsveawisluszuy dulummaseunisdeanin
189 PLA Ssoninoransimguariiadesnsnuisande wenaninsaaneviedeaninasiuog
AuanuauednIgvesdnyuznIEn Mkaziad 19U 52AUNITWNS (Diffusivity) AanuLdugngy
(Porosity) daug1u (Morphology) waznisna (Mechanical strength) lusiu dloaanesfudiay
Aauuazarsveulneonledluaniaznismini gnaluaa (Controlled composting
environment) Tuszagiian 90 Ju maduweduaninuedau3unananies (aanin 30 %w/w)
Tuveadyarnmsviuudedslaisnunismiin (Pre-Composted Yard Waste) dsnalsinisvan]
UsyAnBam neduaninuedngnlalasladluleiwieriieslidunsauanindsarunsn
souowosnduInduaneitulu nedea-uaninueda) gnlelnsladfimuiou 180-350 °C
lunian 30 Wl lansauea-wandin N1sgeaaen1e¥InIn (Biodegradation) vasnaduanin
wodnuarlanodiesiinduldaneuleiussinnieameisa [Wshoawazlaadigdunisdy
20NN LLazmémﬁmSﬁﬁLﬁmfumﬁqmiLLmﬂaawaﬁaafﬂﬁmmmaqwaﬁLLaﬂﬁmLa%mmmsmgﬂ

a

auVBIaTule W wueiBauasiiing)
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2.2.4 nstlgnunaznindoue

dosfensifinduressaniifu nsanasesinfudises lvialan
pszminfennuimuniidsdunazmsdsduldngrunesiie delugmsldnedwesTinmmauny
wntu PLA Ténaneifunedisesmatinmiididnenmuaenanefiamnsatluldssleud e
noununediwesanianadl veludunisuwnd esan PLA Wuwedieifidesaansldnna
Fanm (Biodegradableflrnudhiufuiiiode (Bioparticle) WAZENNS0AATY (Bioresorbable)
lanaeszuunedanam (Biological system) Tusnsnieg ﬁaﬁﬂﬁlﬂuﬁ’ﬁqﬁﬁﬂssﬁwﬁmwmmsﬁ’u
uNNIsuIng Wy lnaduuna (Sutures) winiduuna (Staples) Tandauna (Wound
dressing) Fuauilslusenie (Surgical Implants)  Unsaid1msuganszan (Orthopedic
fixation devices) Tandmiutdssfenisfimnfiaiunsanuauszezinaniislunisim
vsedanuaeslad nesnunsinees Wy nvugdanit Tanveruwaz Yosiuainensiuag
gnainivdiy videtonutisnanditvun fuuTISie Wy vTsSueilEude MauzuTy
9193 W gaviia naedly Adudmiure Walrudunssunn dueadeunivuznszay Tu
duvesiudulouazisiudiinuy Nonwoven 1wy nanfasiounsis fdondfagy Woduay
13 B9Y 9% 1A3 psupufiusTaseduls sugnavnnssueusus Wy gunsalanusanng
nszunn (Bumpers) Wi usasfiu (Floor mats) A1udidnnsedinduaznisdoats uazgunsal
nussnely Wy Judiuusznoululnsdwd Suddsznevlureufinged uasukudd uas
gUnsalin3eailou dnswanain nandusildlutuSou viewaradn arsdeniin asindou
n3zAiaATN

£ K% [
2.3 fnldanline (Nonwoven)
2.3.1 nszviuxantnludnline (Nonwoven) [24]
dbidnlamerduiiildainnistugUlaenssndule Sainsenddnusedne

MugUIINNIsanvsenevenduae fauidnerdilidnlineundeglasaiamended
mdwepaziududulenifidnvusnnauiuwuulsiams

mETHE
i

Ul 2.4 Tassasrdluiime (@e) uazinlddnlaive (1) [24]
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Jonvasinlidnlineds arusoeentuuliuIzaNAUSNYALNNT Y I1UT

wa al

uanAnsuasdiautRivarnarssngfunslden fauifuasdnvasivainvansvesintuey
fudulefignidentd Misssumdnesdulodsfinmeiianunsaiuusuldldvaremaial
wangfvduguresiilidnlive nszuinnstuginlidnlineaunsondaldogiesnialu
Uinnannuazugiduyunskans Samnsdmsundesaeiildaduiendaiie (Disposable)
Tnesumoundnlunsuandilidnlive & 3 funou fo
2311 M3t ugUus (Web formation) iluduneuldiansesiuiduled
nszae vl duusiu (Web) TnsguuvuiduleflHduldauuy dry-laid uag wet-lid
wioudanaradndiviinistusuiiuduloudi3eduguiduuiu (madanistuvaey (Melt
Spinning)) ulelddnsumeaiianse-an waznan duleildasduduledlneivhuazan
Husnandlunisnszaresveandulvauuiuiusy dumeaianistiumaouiiitnsfie dda
wanaRnsunsraeuLdsaasnutmddudulosnlsamwumenuindeufisaeeansa
AsfiitetugUhdufiuinlaidnlame
23.1.2 msdeudeduleluwniu (Bonding Process) Wunsidounduleluwsiu
fdlisheiy viliindauudusafindu aunsovinlévaisds feenadmaeauudouss
suilufsdnunzvssinlaidnlaveld TaseediBnadondmdulusd
35nsldanufeudeniin (Thermal Bonding) lunisldgnnisiou
(Hot Calendars) uazanou (Hot Air) iitelfidulousdrufinnsvasuuasBainiu 9antuyii
usas mufeuvesgnnasfeuiliavasmalitihdauuds woriinuueduuuunnesty
wnvidetiosd uogiuiuidudassuitsgnnasdounasdinludnliveddudatu wngnnasdid
Adudiaiunoududaasuuiviasiufash il dusuibinlivedfimuudusegs uasiin
Bouwuu videldgnnasiiiinduiades wu gnnfsaersusylideudleduiauinagyinlidule
saomToufnfuuiega sl laTiam anuldse werlidudadaty uwinuulussiosas
Fefupsuiuvdadenldmailimne fuanifuasnunzvesinlafnlivonudonis
FEnsldmaailunisidendn (Chemical Bonding) Wiunsldnasialy
sduvuasaza1en A wisalsdni lunmsideudsduvenduleluiiignidouse
asazaronnIwhlAliih ATauuduasidnunrtou Tuvasidlisnlinedldlnun1vie
aUsdgn1azAuIlaf Uy wardlaanuyl
33nsldnszuaunismienaleniin (Mechanical Bonding) s8unisld
Futlh (Needle Punching) wazmsldidaiinndewti (Hydro Entanglement) iusu #rlaldnlsl
yeildinadadndoduindrilvgszvilidnfidnuasiufsuaziduurumn fauudaussgs
mnldidudnnfeuthlunistusuinasdiaruiundrerdisnn
23.1.3 nsanussdLsa (Finishing Process) %Q%gumauqmﬁwmﬁmﬁmmﬁ’m
wavdnuazfitavliiuin wu Innsdend nduney Arduiayu WAy audfnuials
Josullihaia 1Wudu Jeanunsavinldfieisnsmenisnmuazmaad
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Feusznmvosinlidnlaive dvansUssnvtuagfumadenldinadalunistusuusn
fuavmadinnstaduleluiu lneazshegwasiilignlineursUssuameall

23.2 NSYUINSHANLUUATIE-La (Dry-laid nonwovens) [37] Widuledulunisiy
sUsuduglsidnlive (du dulsssamfuandulodunsey) Tnevinisnssneduleduli
AvadLaLeatuuEeny enarliduleiinsindewnntuedsainausldantuneunis
anadule (Carding) udwhnmsdeudavendulesiowmaiamieg wu nsldanudewdoufi
ns8aud ousaeiail n1sld i fudn (Needle Punch) waznisdndaeidundeuu (Hydro
Entanglement) %ﬂﬂﬂisﬁugﬂﬁﬂﬁﬁjﬂi&iwaLL‘U‘UI%L‘%&Jﬂﬂ (Needle-punched Nonwoven) ﬁ%’ﬂaguj
Tudssamdeatu Tnefinsusegndldidunsy Nulasuiufandasnoud auau sddme
(Geotextiles) wayTanvigninuila s

Drylaid :
Carded with binder impregnation s

Drying ‘-' tl

Staple fibre
from bale opener or blender van.edana.ore

sUN 2.5 nszuiunsuaadilddnlivenuuasig-ian (Dry-laid nonwovens) [37]

233 nsvuiunsHBaLUUie-an (Wet-laid nonwovens) [37] Wunstugudiilaidn
Linennidulediddnwasiiduniwvuwuuiildlunse-andilsidnline arunsaldarsvia
Bun3d uareunisluneiuduleld wu dulout Teenstuguduagnssaodulutiheuln
pasuuanuiiot ug Uk uusuin Sanssuiumstaglithlaidnlinefifauadefunszay
flassadeiuvu (mnuvuuiug) Seasuie fnsgaduid msilendnidulodnilng3eld
wedlansideuindaeiad wazauiou Yagtuldinsldmatansindeduiide Téun
nszANENIaInIuN (Coffee Filter) ldnsee nanAusidmsuinauazo1n (Wipes) uiumantu
LUAMES (Battery separator) {Jusu
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Long
fibre Water

( Wetlaid
Wood [ o)
pulp o Fibre and
& water (slurry)
’J Webforming

Drying
Binder
impregnation

Excess water *' i
removal o Loy
Yo b bt Windup

JUN 2.6 nszvunsnaadlidnlivenuuling (Wet-laid nonwovens) [37]

2.3.4 nszurumsnanwuuatuueus (Spunbond Nonwovens) [37] 1unisaugy
dulganuianaainlaenss aren1sddianaafinliainusaus181a3 09803 (Extruder)
nanaRnvasualInIuIg latduleniidnwausvauduleg1nelag JUsgasuuaenig a9y

o &£ I3 @ a & a v " | v a & Y P
wiotugUiduwiudauanslugun 2.7 adumswdsdilidnlinesgmalintdanansalylaneadu
ledumsentunistugintulimungiuidulesssund Wnedanilddulng loun wediea
wos wedlnsiay luaeu uwaswedeinu nszuiuanunsaldivmaiansieuiinfisainusou

A oA P o 3 A a P Y] ) ' o AV ve
a15um3l vsansunenadiuun Tuweudniduleluwnuinlionline dnwuznlaiainunainvane
FasilunuNe ansalaluaudsukuNdanuuiwazude Tunsainlduuunistnemeduindannidy
Ty azondlddnlineiniumneideilsin alluae (Spunlace) BeazlarnnildnwazlndlAueiu
f1 Adaugouts UssgnAldiuanuiy Handueiingey wasn1swnng (Inudnvewnng
i newly JanyimsuinANaEeIn) wazUITIRNMIN (UTTRIILHY CD 999U5IATNB
wne) vsoldidusasunsalunuasunse Wumu
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chips hopper

extruder

spinneret

filaments accumulator

needle loom binder

conveyor
belt

JUN 2.7 nssuiunmsudadlddnlivewuuatuveus (Spunbond nonwovens) [37]

2.3.5 NsTUIUNISHAALUULLaALUAL (Melt blown nonwovens) WuNTEUIuN1TU
v o cae Y & a &£ V ' PR Aa P~
adneivatuveuanldidanaraintuzulagnse ualiauuansneesaiidulenidnesnuniiniy
a0 azdealuruinuluiunsiulasiues wadulalde1ineiiag lagnanafnazgnnasusg
meammmummaumﬂaaﬂLLUUTM&JanLauaaiawmmmmmﬂ mwﬂ,muawmamﬂwmui
maamamnamL&memqmsammﬂwmmqLLakuﬂivmaLuawaaLuaiawumawm SRGNAG
Imaulamjmmmaﬂ azLdun LWi'lzm@;uLau‘LauIamal‘wamumﬂgamuaEJLLaﬂmaLuaa gnAs
galdulodanueriunidoulunisnanwuuaduvaus vintidulevasludnlunaain
nszvIunMswadluaudnundusan wazsduloenilunodes dulefiazidenvzgniiuasuy
aenduiuen Woudndulelulnusemeanenusou vsolloudnmen1uall waznns
Unaaeduun LLN'usTWﬁGTfugﬂmﬂﬂizmumimﬁmLLU'ULuaﬁiuauﬁqﬁﬁﬁﬂaﬁuLLG‘ﬁaLLiQﬁaa
o & v v U v oA W A A P v v AV yva < a =
Jndusedddswiuimseianuiingy wasilliewnadulenladvwnbiniasasdenuduming
FUn15UUNTENT99 WU WAUNTBIVBINLININBUNTY HARSUTAIUNITLING TdNTDY wazauIu
Wiy Jugvasvuwivatiuveud udnhununsunednildzdssomeaeniudndes alu
e‘el' d' o d’( 1 5 1 6

UauAnaauieinn1sTuUkiNaIuuturesiualuuaun-wadluau (Spunbond Meltblown-
Spunbond, SMS) feuiuHuABNNEAAILHIUGNNAUYINIILT BUAANINE WY i tllau TR
AT
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2.4 nizmumsaﬂﬁugﬂ (Injection Molding)
241 nspuaunsandugy [25]

nsvumsBntuguioindunssuiumsiinuaniiaslugramnssunande
vosszmelng Sansvuiunsdatugtidunssuiunsdaiiteliansondntudaululium
snfnsieiu Tnendnaudfindeutunaneiuiy vieluiuduriafetu nssviunisuded
fanuduteu fademasnmsldiedosinslensednvielifiianizns nszuiunisaevasy dn
wazdamanainiusuiswesuifsnilanedifndadnfuiniesing

Tnsmsdstugunanadntuannsaldléimanainfidudanions Tusgiuns
wwinsdnfignoonuuulmmenzautunanainudiagiie dmsuimeslumanafintu eldsuay
Souamiinniseouiuagiimumaival aunsaiazihluudssy dunssuaumsldvansads &
fadsrsumAuazuuunanAfufan s (Additives) LiesananautRvamanaindusin

e

Tuediv muwlwsitutusgivgumnl dneazeIn1ssuLTNINTzy wazszezallunis
Fumsy wenanifallavignaanansiAlnNTY 9ELILALBNENAIINITNIIHER

wiiaveananain uwlseenly 2 Useinm Ae weslunaa@n (Thermoplastics)
wefe nanafnnaunsaseusdislasunnuseunazivasunduiluaninfuiiofudias 3a
awnsadnanladludle 8nvisdsanisathnduanldgilavatsgass iwsizanusoulivinla
Tassas1svesnatadniuasuly laun Polyethylene (PE), Polypropylene (PP), Polyvinyl
Chloride (PVC), Polyamide (PA), Polyester (PET) wag Polystyrene (PS) wana@fndnusgian
41 o L a X v ) o 1y | a
Ao wasluan (Thermoset) Lullatdmaraindugulagldmnuduuazainuiounds avliifin
n1seaudiaedn Wewnlaswaialuanafsundasiuanmisivanuieu Faldaiunsasiun
waeuldlndls 1w Polyester, Phenol Formaldehyde (PF) tdusu

vada a a P o a >4 Y]
AaudRnAvematainAerIsiivmdnmiul Wuawiulni nuanuiouuas
N A o X I = I3 ° v o o YRS P
nuneansiall SnnsiuUlddie awveldsfie drmnuudase Wlduundndnveesilauiniie
Suauou NI nnaafndn U s lY AN WL ADITABINANAITETUAIY
wdausaly wu leunadiaun risura@euaisuauiun lWumnu
2.4.2 \p309RaNaNERAN Usznoume 2 diudfgy aell [26]

1) yadn (Injection Unit) 1udwngnisinuvesadanaiadin Inanisnen
wanaanannIsun lurasulunszusnAIRilNde vnseanalafniiald Iwdnunyi
n381 nasnduanulundnunidudiiasaulanssnainuufiunlanal fagyinisvasunaiain
Tnsdivesedaludsiesiall wainosyndandudnass
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I — NTWENWAEGN
sy UWAINEd LN AE TN

\
_ji

qngulssnefndmiunsnfioun
T L9ANELIMARENHLATUNY

nsvUangy

el
nad

=81 — gngulpesatindmiu
mIlAAeuT AN aaNTIEeRa

|

o
TGRS
i

nﬂamap‘lﬁmaﬁﬁﬁm"a‘u
MIAAaUTTeI TR

Ul 2.8 4ndn (Injection Unit) [25)

TnepdnazUsznaudediulsenaundn il

Hopper Throat (Ratlaw) fivsnatesdeusazdndeadianaradin lnesouss
someszuviiiu Wetestulilidanaraiafinnisveouuinuaedoudindwdumgyili
dpdrumslvavesdananafintuasgnszuenliiashiaue vniudenarafinazgnaidedivaly
Waduluvesnszuanda (Barrel) immzﬁl,ﬁmgﬂﬁfnﬁaﬂwamm A1AYPYINUINADIVIINIT
nsradaszuuvenimao-Buiae

Barrel (nsxuandadugy) Fdnuwamdurensinssvon neluviutiilunis
andsadiananain amé?qgjﬁ’u Hopper Throat U'%Lammsuaﬂazgﬂaﬂéjﬁw Band Heater \iie
T¥lunsmuaugamgiinaglvimnufounldlunsmasy luuinudiuaenssuenazgniedi
%130 (Nozzle) uazazdl Screw agnsluifiolddndsuazingvaouiienaradnfiasgniat
wiifisd Jsdendudnduuseneundnilifanuddasiowndasdnuin

Thermo Couple (a3 aslanltlunisnsiadugungil lngorfunauta
voslavgasariafiunnieiu arranusinsdndazgninldandarsareviaasails Thermo
couple tfuazduegiugnmnifiaasiossvirelaveansuin Thermo Couple fogvansulinusiir
wulgueslupsosdnialull Type J way Type K

Screw (nAgavion) Tneldlunudatuguialudu gneonuuulviidnwusd

v
v A

! LY P ! v = ! < [
LANANAUNDAUNIZENFDNITITU B9 Screw Fzuusoonlulaunane 3 lou Asll Feed
Zone, Compression Zone Way Metering Zone

(1) Feed Zone w3aloutau vos Screw azidulaufiavidoauasdouidin

a o s v ' YN . a o
waaini lnansunaineegeliveiudgndsludayas Compression Zone n3olaunadn &
audnsesituanslulautiaziinnudnviiunnsesany waginsanuieudsundainieluse
venfigasilasiinduannidanaafiniidendiiu dmugamgiaiuiounndamesnsnsyuen
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Tutasiliimsganniuly wsgenavilinanainuasuuisdruawmemioifntuaudureu
wazdselumsdndssveadiomaainlifienudeidodagliviagag

(2) Compression Zone aandeInusy (screw) wislguiiian1sdusn ax
Lﬂuu'%nmﬁﬁﬁummmmﬁﬂmma'aqﬁuaﬂgﬂ'am anatioy 9 awrhlmAnnisdusveadaned
wosudeliiAnnsideadeatuesneluvondanodiued vilidanarafniiogluudinnd
Aeansveouimainaznaud uldRD sy wuhluddnmanufeuaraunieludafigedumy
vurnvestesiiuanyiidaudnanas 4eseduainuuandiavessesiiuanyd 1Fond
Compre55|on Ratio IWEWI’JIULLM%E)EWIU?«MM 2:1 U997 Compressmn Zone FeUSunas
dewanadnuanag mmmmmuaaaﬂuiﬂ&Nmuﬂmmaaam v3ofiFundautiuin Metering
Zone #ioly

(3) Metering Zone vouindenuou asdulsuiiiunisnasuvesioned
wesitiudiudisilignuasuazarendevasulsiineanlvunounth TavaziAausadeunas
usudsamuseriaionanain nssuenvasy uasemuAnuessesituansitaudu feviinisda
soly Famanaoluvinadasinnsavagesussduiiiistunsinauduaevesnszuon
lulauganedimiilumsdidoatenatafinfivaeuudlvaiuwnuiulvadoundu s
dunthanvesans uarlusuduegiivinaaeanuesnszuen Turuserfudewaradniild
ﬁmﬁuagjﬁ?uﬁﬂ'%mmﬁwﬁuﬁaa 9 @NSYIINTYUIULAALTINY LL'ﬁaﬁ%Lﬁuﬁaﬁﬂﬁaﬂglﬁﬂmﬁ
neenduluauisszarues SM (Fuvtmganismyuues Screw) mudidmunld Faduniss
Usinaveadelinssmudicwun Wefiesvhmsiadhdusifuilussasseunisvhausiely

L

Icomplessmnmnel | Feed zone I
e} —~———»——1—s——————————a—

m - "'D‘/J d\'oﬂt-ﬂtﬂ,ﬂ,«fﬂtﬂp t“' "‘:‘L‘._

ad e b gk

Feed zone : Stralghtchannel (5= 8P)
L : Length

P : Pitch (Lead)
t1 : Flight depth in metering zone
t2 : Flight depth in feed zone

Compression zone : Taper channel (5~7P)
Metering zone : Straight channel (4~6P)
L/D: 20 £10%

P/D:0.8~1.0

t2/t1 : 2.0~3.0 {Compression ratio)

5UN 2.9 zone N1sUABUWMIAITOIAN] (screw) [26]
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(@) Nozzle vido ¥dntugu Gehdnandududeutussviraaienszuon
ffu Sprue Bush yvhil3suiadiounslaruveadewatafnaranuatenszuanidg
wifindl vuaiadiiivateaida (Nozzle) desfivuniiduianseaudmefuruintaswes
Sprue Bush uazdesliiiinnsnszunnmiesesguiioradusmiuinasia wsizazilinisde
JuguiRndgmanuanld Taovluudaidn (Nozzle) wudléidu 2 ndulvy nduusmuduiada
wuude ngdumsdadilifuemamianatafings fsnsnisivaidoute naldinile
vasuwiad fisaiaaduiideldiuegraunsuanemn Jusadeanlunisivaiitossin 3
ylfusstuiiinduneluiinisgadedesas WotunIsufsusumdauuula Wesan
shdauuulinlifiszuudin-Ungvesiada (Nozzle) oravilvidlonaradnifnmslvadoundulud
vinahdanaainld Feinisdestunsvendesvontonanaindenisinduvesans (Suck
Back) daiduil ugrunisldauiidanuude ludunguaaiinede sadauuule (Shut-off
Nozzle) ludaiifouldfunmstugunaradniifiarumiasi fdnsagnsinaldiedeiin
NISNAOULAAY ﬁ’aﬁmﬂisLmﬁ%ﬁﬂalﬂmimmumitﬂm-ﬂmaﬂgﬁm wielalhiAawanadin
wanlnadosoanainlateiiin wazdeguinmenasuuy lnssuudadodnduduaie
(Nozzle) mfuduusznauiifiddnyetnaniwasyadanatadin

2) nreUa-Uawdfiuw (Clamping Unit) 9879w iad eudiuawazun
wifamluianznsvihnuvessdesdananain Tnounfusfamaziiaewusznuiulnesdias
‘wmaﬁﬂL%’wmﬂumuﬁaqﬁ’uﬁuazﬁﬂﬁaﬁwzﬁmmﬁm?{auﬁﬂm—ﬂm d1Usznudeaves
ufismazUsznueg fulkuAnuafiudinufuiniesdananaiin mnela -Usuufinuuiesnivy
2 53UV ABI¥UUUAAIELSY (Actuated by Force) Imamﬁmmqulamaﬁﬂﬁmmﬁﬂml,az
szuvUamenalngiu (Interlocking) FsagUanuumeszuunaln unmsiadeuiiun-Unaglouss
Fuanlensednviouameslinisassszuuagyimuniidauufiunlnuszneutuuiuniue
funeluusiun TnsussiAndunnusstunsluiafismagnesuosnussiudunisiua-ua
WUURan

2.4.3 Fn1sdawanadin dsdl

1) waradndildlunisdndusdennasdutanienaiuadunseidudia
wanafn indenuau (screw) asmyuadlugadununuasnszuengu Seduiuaudouiotiuiy
Yourueg azdazyilumanainiiensasumadssy (n)

2) wimntuagiedouindeavuou (screw) vduwanadnsuiidsluiteing
Twssusifism Jeusifaiozgnuaey fagu ()

3) wifsmiignvdefudmaietunuilBunarudet aunsanonsenamnuuy
Ieisne fagu (a) Bsvauziusifaniozandaannanadnidusazyinsvgundeimuey (screw)
wsewnesangiiieRuienanainl ihuniisdeudnionnoly
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11(1 L JIHH L ruuuurunun
\
N s I%/H/_,// /% (n}
Frsre

Waiin, N‘n‘

I”IIIIIIIIIIlllll’lllll.r’”’

S '@#ﬂ’%/s/i::!giﬂ (s

e ] e T 1T T seRseers
o

WAL wadeud

MUY (cavity)

|

nIvuan (karrel)

s

rara A

r]

‘ wisla = = 2
(' “ — INRIVIULU (screw) L s aamdan (hopper)
nozzle) heate

v 1 e
hm‘l?—;}‘#?ﬂ‘&)qli‘hﬂ

FunvdadiEs
5UN 2.10 MsTugunanasniagnisia [25]

2.4.4 Yauildmansznudennnimessnmsdatununanain Siwelud

1) ihddlumsin mansenuiielumsdailinoasyluduamildlfyunsma
wuufinesnis eudldandudnunrdaesnuuarbunuliiiiy WuseosguvdeiAnatsaduuy
Fnfuanu wimnldidagunnluenamahlniunuinaiuieiinsesn Wesnuina
wanadnilweyludmaliiinnsduiauituarausoninnwifisst dmsuidslunsdneg
JuogiudnunsUssinnoamnaaindunnsnsiuoanly

2) muifilumsde Wumssudhnisindeuivesnanainivadiilyalyn
uguifamiimeoduiadiuasneiud (mm/s) wansenuiltinanaansilumsiadesly as
slmdunuiidneenuilidisty esesduauifinny lumandutudmnanuglunisdag
AulagilnAnsessuluiununiensseiniasesnuviefiloy Uszavsnmuesedosdnd
thumaaesanusadnl@isafigaiidng) 150 (mm/s) usiiesanmsusuanualumsiadmsu
yanosdanfouanishimsfiorloamuslumsinfiganntn

3) spezaInsan Asnarilvludawanainvaiiguifiunsuiunaimga
50 Wesnwussiuluvnzdn Tumanainmadlnawiluguinamuarliseundueenun deuad
Anannamsdalinessyhilndusuliiiy Husesgu viogunseild lldtunuludnuued
fioans uimnaanlunsdmnniuluavaselniunuinaiuniofinsesm aufiddunu
idlesanymamanainfiuiuauduseninainuifad FanatlumsUeuingiiv manefs nand
wanaRnwaLAdeulumuuLInGemueu (screw) lugluusifamaununszoznsin

4) szeznamaeidu Wonanadnimaignaawnlvluusifiunazneddinaile
selvmaradnivanduia Wasuaauzanveaanyuvesuds nseudfiazidauniuniievan
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Furuosninldedmng lnsunfuaragmesiissuundabuiierasluFeswasnaiduiaves
wanafniarldesnamniiiiitu wansenuiiorafinannamaadulineasilidunuingos
11 seuivieilusendvn \anslasse dadeafingd udansveznavde nisdniFesives
anelgluanauasnandslaiauysaidienadmarerundussvesdunu mnduuuiuluagsh
Tnsounsviendlusdedslsszeznaiiu swesnandeuluasiuegfugunssemumuiuas
FilavoudANATERAN

5) gangiilunsda lunisdawesTunarainiuraanmsvasufvemanadina
ouIUAY Wanadnazaanelutisaminguiuly uilumsnduiumngamnfivesly 2y
daabinarafinuianiy ldauisaluaidiunfindle v liiAsniseaduusnaidanie
yadveulfisst funsauaugumgilugims 4 seinsiinisvasuuardanataindal
ANUEARYNIN miﬂ%’uqmmmumiamﬁuagﬁ’wﬁmaqwmaﬁﬂﬁﬁwmﬁmﬁaﬁmﬂqmwgﬁ
apuivaIveInaaRnuAazsintuaglumiiy maﬁLﬁ@%ul,ﬁmmﬂqmmmumiamﬁﬂﬂazﬁw
Tianadnidlednoonuuariunuazlufiuuuy Ressaduuuintusy uangumnilunisia
aufulvagilviunuiiseslvusesd Aiediiieu Lildnudnunsidonis

2.4.5 Yaunnseslunudanaradin [27]

Fusnudalsifia (Short shots) Fusudaliiiuuuy wandlugud 2.10 (a) Feag
WUU@alu%gumaumﬂéummia@%ugﬂ ilonsusudaUsanmsnnsdn (Shot size) fwmngan wn
Furuindusosunislusumisgarisveansiva osmnmslnavesmanafnvadlvalug
rdlunsifuidn aunaraininmaibusanou mnumiafidiuunduriliidonanainmaslva
vl luuuuSonuudurennis Sanmandndnegseaiinan ienanainiilvaue
nirfienaeefunalideliaunsounsnidrluldhiusivo

588 (Sink marks) TnsUnfudadatunuiiAaseusufuuia uandlugud
2.11 (b) FiAandanuiudardiinesilddalvimnyay wianevdandonglunsiniu
3U (Injection phase) uummlﬂmﬂmwmum (Holding pressure) %aiaamﬂiﬂﬂguum%mm
fanmmudnunanunsiunuiidniuag TunufiRanismed (Shrinkage) Tnstanziuauii
AUNUININ NTBUTINRUNATULASAIWNUIGATINEVBINT Iavesnatainmaluwld N u W
Tnslamgdudruannanafniidnisgudanndeanudnluiuiu awgenasiniinai
yuuuredewanafnlutunulfemefiagdunsadald
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(b)

Ul 2.11 (a) Fusudaliifuuuy uay (b) se88u [27]

Funuinaeluwifiund (Part sticking) ielianunsahBunusenainuslfius
dale éﬁ’mamﬂugﬂﬁ 2.12 (a) fswenaldledounnsesiifauntuny widulymddyiens
dsrasesounalunnszuIuns esnniedesdnliaunsovhauldedissoiesdedanmgn
MnmssevantunuazetaidedinainmIseniuuuLfuas

A3 (Flash) 3UT 212 (b) uamsnisiina3uuud uau Taevaluenaiiai
Fumieusnafiudfuiussnuiu (Parting line) viiewdatuludiuvosiunudiunds Asumia
5980329} (Ejector marks) msldanusalunsinguaziilugmainaiuiitunu Wetestu
wanafnlalfunuy (Short shot) wagnzifiausestug (Holding pressure) figaiitolallstuau
Annsguia (Sink) aelund Ruifiussiuveanatad ninaigeniiusedudi 14T ausiRus
(Clamping pressure) auvluinuuinMsHeeonIUTIAULIRLTER Juduvenilonarain
wialvasenimuLIUsERUL RN TusUnanaRnle

JUN 2.12 (a) Juaudnneluugdiiuivay (b) Mafnauuuiua [27]
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S8l onUszaiu (Weld lines) Lﬂuﬂ@mmﬂLﬁawmaﬁﬂmaaummlwam
U55UAUNglukliuidn Fallanvnunannsimadiannndy 1 duvtsvadnssdiuiiiuas
fianududouresdunurionnununtunulinuaneiuin dwandusuin 2.13 (a) dwa
Tomnuudanssiudnusesdsulssauiaanategnawin Inslangegnsdslunsdlveswaiadin
Mmasuussnoduly Mseeainan assiundliniinaradnuallrauiussauiuty sesdoau
vouilonedwesazlifdmnanuiounldvasumariuluvilisesseveaieusingiula
¥n Fenilloswnnanniskiaiatunisdasliaurinliauiouresnaiadnuaianas 83919
dwmaremuaIsnuvINandunlaanme egrslsianu nslalusunsureniamesdislunis
a ¢ A a &£ A a1 ° a & a ¢, A& o A a =
Aaszinstanifadunsluwinundanouihlundnduudiud (Wendndssnisinsosidon
Uszauluduniand Ay 1wy undai Tun15eusanTeyi) wazn1susuasalunisdai
WNgaN 919UTIvviTeantymainseutouUssauiiinu

| . Iy A a = a g v <

senu (Jetting) FuuAnaenuIuTavsuIaINNsaanldanusunly
sunshragaiuliidertidinsawdiundvihlinaiafnvasumnadliaunsolvafia i og
wifiud 3eseanueiainlaainnarafnuaignaadilunifininigeaniadndn uauae
3 o ia eal = v v & A a v
Ausgelueduvenifuiin Jsdemalvinisivatu (Turbulent flow) waaiilengndai
Tuneuaglualannindununssenumuiinsivassnluuuunisuiunasanaiuininuninwes

Mud warafndainnisduilindeuiuisusingliniudusesuuiuintuny

Weld line

(b)

JUN 2.13 (a) Nsiiinsesidenysrauuuiuau uar (b) nsiSeuiieunaiinszvinleann
lUsunsuAsuImesuazN1INAaewRaTusUase [27]

1 . = < a a | dy
IDYNU (Jettmg) mmLwlmmﬂmwmiﬂumiawmmamamﬂ‘wammLua

wanafnfigunuludusnngliviudusesuuiy Wedignsawuuisiidenarainliamse
Inafnfafavednsauwifuida dauanslugun 2.14 (a)
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suwywos (Blister) awvpiivinlidunudaifnniswnesdanvmunanuia vie
o1meafiAnanautuuandaludanatadin lianisdemmissenaininsausfuwldly
mmzﬁﬁflmiﬁmﬁugﬂa&j ﬁaﬂsmmﬂué’nwmzﬁmﬂaqmﬂa&juuﬁw‘%ama’tumaﬁfumu fiq
Usnglugui 2.14 (b)

(a) {b)

JUT 2.14 (a) m3iiinseeviu uag (b) seenweIinUUTWI [27]

w5981 (Voids/Bubbles) melugudrudawanadnvarfiinlnssorne o
uanslugul 2.15 uanensansosnmes (Blisters) %aﬂsmgﬁu’%nmﬂwaﬁumu Tnerialuudn
nsinlnssormanisludusu i uawmmmﬂmimm (Shrmkage)maameaNmﬂwumu
(Core layer) Tugnssgninausfuniaadudi ¥ mwmummﬁuumsuawmmwme (Solidified
skin layer/Frozen layer) fanumununn vildwanadnvaouimariiviadusnunaisldannse
guiald vilAARnsseInAnieteriamyina (Vacuum) fudnmununansvesdusu lng
Unfudruuamensaninsterniaiiintuniglutuny aunsoviliguiesunsutdymses
BUTARTLULRIYD 9T

Compressive stress

extemal
fex : Solidified outer layer

Voids: p< p atm

U 2.15 wansannisinssormanigluiunu [27)
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s08U52n18131 (Silver streaks) M11AnT uULA2T ww JAUNG NS NUIN
Ay (Moister) neludiananadin Tnsarudungludiananainiianisdeanimiesain
mnufeunaindunfandignandnlululnsauuy Faduifiuinisesnuuugssusenniatios
Auly videmndidadoanuiige sesdszneiuasdnguuintudaiu fuandlusuil 2.16 (@)

sovlvsi(Burn marks) vuRaFuuiamgane Aavieuifiegdululngs
wsifad Jagnmanadinviaeuimaddnseusiuiigenn auAnrugamniiigaia 800-1,000 °C
fanandluguil 2.16 (b)

5U# 2.16 (a) nsiiinseedseneiiu wag (b) nsiinseslnduuinvestuny [27]

Fuaundnisvudeu (Contamination) waneraguf 2.17 (a) I¥adevane
98198191 snanninisarvauldvneay wu mdvsededniinisuuideu (Pigments)
& a a =] A Ay a & Y . Y]
wazidanarainuseinnduludanarainiidesnsda venainiinisasang (Purging) laely
warafnvlafiselunendsainns@anarafnedawsn Wuanugivintlinaansuuleuuuin
Yo3guuls MnTunuiludeulidguimanismusinguuuuinveiuiy oakildsaylnd
(Burn marks) Feseglndiinaziinlusiumiadu Tuvasinindusesannisuuleu asUsng
Asunddlvuildvunseneluiunu wu segludvemarafinifinduanjudingauivuuuin
V99U W30NUARTIVETIUIINUIRUTAIRRAULTUIL sy
a % ¥ a Y o a
sogflusnalnaniadi (Blush marks) fanmsmanainmadilunisivaiign
TWuazgmsdafiauiagaluuin ilinanafnuaeumailiinnisivafindiusiamnidsves
Wi dananaluguit 2.17 (o)
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(b)

5UN 2.17 (a) Mmaiinsegvulauuuiinvestiununag (b) mainsesinusiaalndmatdn [27]

Fusumad (Shrinkage) Tassadawommanadnurazyiaiilasweadraiiunnsng
MR anlinsmasvesdudiuanneslunanainazfesnionn %uasiﬁuiﬂsﬁa%’wuﬁmﬁ?m
TnewanadnfiJunuuiwdn (Semlcrystalllne) arvmmmwmmwmnmwwmammLﬂuufuuaam
511 (Amorphous) mﬂsmmmsmmmawuammmmwmsmlmmﬂﬂiﬁWmWauwuﬁiwmw
ANUAY (Pressure) UTuas (Volume) wagaanail(Temperature) videfilFendn PVT diagram
ﬁmmmﬂugﬂﬁ 2.18 (b)

Fuemdnilen (Warpage/Distortion) si5elnase ﬁmmwé’nmma%umuﬁ
Aansveluusaziuvdsiildvigy Wunamnananldaiiavevesnisidusnglusd fus
FadanaliAnnsdesuing wordadetuanduguil 2.18 (o)

5U# 2.18 (a) mnad uag (b) Mstailervestuauniendnsandugy [27]
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2.5 98UV (Weld line)

souLdanvng Iuﬂ’liaaﬂLLUU‘T;W']N‘UENﬂiSUUHﬂﬂiaﬂ‘ﬁugU seudeuvanaiudy
unniasiienaintulunssuiunsdatuguiierainiuldvesafiusedsfioaninidedlden
Faseundeuvnaniintulutudiurosifiuwds dafniuannisinaruiuasmedwedvasy
e 3esesfiaviind undsannnisvasusanludiuntiwenatainnaeuiilnartmaiuly
wifasiuaziinnsudainnuanluusnaduntinflnaussauiu [28,29]

5UN 2.19 nszuIunsinTeelionyIN [9]

seuvdoulutuduudfusidvinlianauifnenatiuanaauasiufiafunenesdua
Fethesnanuaifiud ilesnnmaideudetuusinudunivemeduesvasumvatiuians
vasuazanoituiliiisme mﬂalﬂsuaamimmaﬁa&mmmﬁaﬂimg’tmmlmuuwum
VYDALNAUN UmmwwaaLuawaammaumamEmwuLmmmii%‘uﬂuuuuauumwummm
audAniiadangu (Viscoelastic property) 1a9wodinos 8 nitedsd uog fuid euluiildly
nszUINNTaN Tuiinedueinasumanduiatunlesufin wodlwesaziinndusiegns
501571 veamarnuuenaaiiduiatunusfisiasiiguvgiiiininduununans ilenedmes
faaesiuduiiassindusesuingus V (v-shaped notch) Tuuiinauesiiuinvesduey
Fawwnmsnesmessesnniiistuiifunannsivesnuesernmavioufaiidiumiiveamed
wosTilvavuiiy a1auflalasnisuidfnidugaainianewiinda sukuumsiiadeunnses
yosiuial LLamqiugUﬁ 2.19 598UIN3UA1 V (V-shaped notch) fiind uldldiduny
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YaUNNTDIVIN UMY wadTun1TunuRveIAUASURas AN dsal Tt ud1LE aUAIad T4
fanudAgyededailognasinniedinge

V-notch~
Rﬁ]@?ﬁ } Poor bonding
-~

P

B
Weld cross section ——— Rich bonding
ST

™

_,#{f)l‘&\’ } Poor bonding

Ad a =

5UN 2.20 uandlassasnavesituiniiinsesliaueing [29]

U 2.20 uansuuuiasdlassairsiufinsendefinodiesiianadendu Tudw
ununansesdwnilusuuasaianmanegdafuiudusduraeiduusngaiidudatuin
wifinlpease nsdaeaivedtuanavunlvylinesivndadunasinnsinauvurig
(Fountain Flow) Tuusifinst {umgliifnsesuinguiiuazdamasdeaudfigdang n1seausiag
vos¥anluuiinmil

251 hdviinelfiAnsesdoumnsuuintusmy asoudstadefifendeddsed

nsadauaifiad (dosmadrvenidenatadin 3 armuuivesnlud i
snafu Tassarsidaadudouldainauesiilisnsnisivaludesmslvasemediuesaoy
wiaakUsUTIunuluee)

AuandRvemedmesildlunisdn (wedwesnifimnuniags asdaiy vie
BUNAVDIANTLAUUASE)

MseeNUUULRNEMTUdR (MTeeNUULTFULTTUIEDINA QrungiifiAnaiiy
vomwoAweslurosnislva ymadwesdonarafin)

anmeililunsin (erwiidanlu guvpiusifissiuazeamgiasuiai

Y
Uy wssluniseuemn)
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JUN 2.21 wansiegTunudnfivanaiiusositionyiededaau [29]

a dy d‘d‘ a d‘l é’ a £% a 1 6 a d' ]
Uhaiuniinsesdeuvindludusudadniinanuldauysalannnatainiiniu
NITUIUNTT LATDIRANANERAN LU wionszuIunsmaluladasgfvilvvanideslaenn vi
TiAneuldanysalld Fadunaainniseensuududiuwiiuindudeuliadnate lnewany
pgn98 9509508 luuUS NUiinseadauansianullaiiauevilvuoaiulade 1esain
wifRdASeY 190 wagduigs Jevhlinesdiuldmenaregrsdaaulaluguanund
anuduviela uavanneiionvdmaniuunazduanziiinansznuainansifiy wazeynia
VDI TLAULAS LU W9 wslans NToa1IFHILANDU
2.5.2 N1599NLUUTUAIUVDILURUARA N9nsIraveilonediuesnanimaily
NS INANTENUADANLT IUTIBE19NTN LavaNwaEURIN UAUSIIMTouT N FedusnAe
o & Y a v o v ) o a v & v
Tududosiasanlinudaauiinuntnuesnisiyua nasainiunisiunasuiu danudululen
azanusaiansileniniusensiiluegnsivs ol
AILMUNTOELYBNYINVBINAIERNYUBE N U ImIdIve s lanaain n1udn
(gate) veulonarafindesegluvsiuiianuisainsesiiouvinels urumad1niivany
madrausalatemititediindemisnisinva egrelsAaniunisiiudiviunadiveile
wanaRn evinlisseenanisiveduas deagiilvnisivasuiuresilonediwesluusinaniig
gaumgiinaiioanszegmalunisinaduasuasauiiveansivagy szdwiliusniiie
a = I3 :9{ % PN
NSBNYINLANURDIUTRNTY Aanslugun 2.22
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Weld lines .
Single gate
‘ - two weld lines
Maxinmum flow -longer flow length
length (from gate) £ :
\ J J
\ Py
- N
s ! A ™
- ]

C

\

EVC]dIiT‘IL-_;,\\ﬁ\ Two gates
—') N v - three weld lines

Maximum flow — - shorter flow length
length (from gate)

\ a, JA y,

b /

5UN 2.22 se8@euvINAIinTusiadIunIadIveslanaafinisiaiy [29]

AN59DULUUT WA UL NUN A5 T kUTaI 1 m9nsiuave il ananafn dany
A1LE@Ue 51054 TUN998NLUUAISAEERINISORNKWUURANI9NS aT e lanatainluilaniu
LALNS A Iuﬂiajﬁ%mmﬁé’ﬂwmm%NLLmuﬁ%mmﬁmmmqvﬁaﬁgmUiu%umuﬁlﬁuﬁﬁlﬁ

A a a = % Y ' 4 =~ o & A b
anu1saranagdluls99e95ediauvIele tunsalinananienainnuindunazdasoankuy
F2IMNNNS ALY LBLANNITZUIEDINIANTBLAAMIUSNUNAATE LY aUYN RTINS DU
a o vyvaf o P = a a . v £ A a
Annulanay muamiugﬂm 2.23 a) 99NN HUAINUNAUIUDIAAY (Boss rib) TN uLinealsy

@ Y a a a = 3 [ A

AaLdasslviiuusnuiiinToseNyInelu Aandluzun 2.23 b)

a) b)

Split flow, Split flow Hole (core pin)

Melt flow direction

JUN 2.23 mseanuuugiasAsuiiterlslun1sUsuUTIr s usafiises ieunana [29]
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SnUszmaniisesnisvestuguanusifanidhonssuiumsinfe anuvuivenilafid
Anuiniy Ussnnvesianiilvaitilunagdnsnsadiiiaudidn anauandiauesniny
umﬁm%’wmsﬁu'gﬂwaﬁL@J@%quaﬁ’ugm Sasnsuadaniif 25% luvazfinediuefuuuis
wAnoE 15%

2.53 a@uURuesian Ussmmaﬁaﬂﬁmuﬂizmumssﬁugﬂasﬁmaadwmn&iamm
udaussuinaiiinsesidounng lunsdweaesuuuedugiu aziinuudauseiigainituuuis
wan Fmanadniiderulanrudesninivasumaigs vliwedweslvaldfitululnsuas
dswalidunuiuianuudusannty lunsdvesnefiofidy wansAudunIuLssfad
Unasesidonvne deladviinislvanid 0.35 n3u/10 wif dufiedndiinindszanas 16% iile
deutuaaruudussinadldfnasendese dddunsdinediofifudfuinslnaogd
21.30 n¥1/10 Wit Beflofiaruuansnsfufivadntiosegszning 3-59% Wiy

autAfianadlutinaiiinsesdonvnadunanmsinbosiveduanavueig
uInusumivessesUszauiiinnsinavuiuuagnsiduansduiuns ofanaTunse
Taglowzegsdeansiiuduloaslunedimesnandsnaliauifisuanuudussanas tesan
nsdnseaiiveseunaveduls lunwvwuiudumtvenIsivavematainnaaunaIfg
wandluguil 2.24

+ Skin

Core

Skin

JUN 2.24 MynauMIInsesveduanaremedwasiasidulousiiusesionyin [29]

254 anmeililunistugy mmmmwmL’Jmiaamammq annsndiudyle
Tnemsufulasuanneildlusdn Jannziiinadenuudussusnaiiasesdouuins
fo guvndvesusifiant oamniflilunisdatugy wioaruiilunisda ewedwesuasy
wanfignduilatundanifinififinnanduninazsuudsnairadunds mslwavemanaindivy
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fuvinuiiAesesidouting daunrmuniideldiinnsudesinuiinuesiuduisdmante
Armnsiaraudnvessesuinguia V idiatuluuiind neuitenuinnuuduses
soudoutszanututued fugamgiveoumaiuasusadafiatudundn Snisguuginaouin
aufigetutudmafireauuiussuinniiinsenidondsyan
nseonwuuiuiAnsesdonyndunifiuiaadutgmdiny Insan1zegbs
Fudrulsznouiifisussdudeunariiamudosnisduaruudauss it unuiiffuagani
11 Bevegsaiiaue UinaiiAnsesidonvnsiinoniiuls iesnuuivesmaiusuuyla
swiugamgfiagnafiteddy SsnndusuuuszdugumgfidudmasioYanluusfissivinliAe
AuA3sRnnALSauiAnumelukfisn luseuinevesnszuiunvdeldu uisdnasiin
ftuuenvesaslurnsiusuduiduiuly wnandddanuesoamsaleladdafetestu
nslvavesTanidudatuusifunt vanuadielhAnannganudunigludmiiiansudes 3
Aot o yeiiinnsivasutuveatowanaiin Sienadmarensidenanmussdusmiluuiing
i Wunamannislnasusuveadenarafinuasuimnas nsdaiissfivasluanauuelng)
Tuanavsdugnineauuuimintunisivauazdiuduanaianisléueviound nsdniFes
svesmelalinanailidulunuiiananisivatuenadud v ivhliaudiniinaves
Fananas visemaidesaniwvnanuieuvesnanannfidululfiautu
nseRnLULTLNLTTUTUMBnssuIunsEatiunsinsandnisinavesdenanadin
aeluwsifid wazmsnsesidendssaniliieelugailiddyvdeusnadiliannsoueaiiu 3
shldlasnsUiuasusumisnadnesdonaafnluusifiunt vionissrasdasldszuures
poufamesanunsnviliddegaunnsestazmslvanelund i mailisesidendsza

anusainn1suszautulamlaen1siaan NI sINw oS lun1san ML Sl

4
=

2.6 M132AYUSULUULNIA (Insert Injection Molding)

“9/
I3 &

n132afuguiuuunsn (Insert Injection Molding) [30] Lﬂumzmumi%ugﬂ%udm
wanaRniiwanaindonsoutiunu vietudiuvestunuiiug Insesdusznoufignunsnidluly
Funuiuinduanssauninuudnda wu £ win deudours Fseradunseurunsitl
Fudounnin uenaind n1stugUuuvunsndsruluis Tavsuagwanain wietanuas
dutsznounansasdusznausduduiudiuier nisvumsilinaainimnsnuienia
AufunuieNsAnTTeTesAIiuN U wazthwiiniianas TauieYandldunanly
nszvrutuduiuauudwss feasdninuadieadadunszuiunis Over molding wd
NILUIUNITAALUULNTA (Insert Injection Molding) al¥msihduduinaslutosueuaifias
nntudsinsndeiudemeslumanafndioadsdutssnoudugavienourinluyhdudan
#199)

2.1.6 manaAnaeunednndlusTTmRfemaTan1santugy [12)
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wadamsdntuguiduaiesdiofidndudegnamnssunsdamneduannsn
nAnTuueenuldosignieutusuaddfinaniidesunn Sudwiitugudenisdadndusios
unszUINNMSHARTeeTigndsaztisandunuludiusesusanuazkdnfusies ogelsfin
n15datuguazdaendinianada (Compression) luivesuszansnimdana iiesanluafis
ansaaiuussisduleduiarnmduaulouvusnegwiadedldluammds uenainiis
wamdulogndunndnanniduledusnann sufinariandeunti madeusduuasduled
TWunsediudiananadin (Hoppen) dridssludunsessnindulodady fustuszunsndnlly
Gulle dhunsadouresanguasusiiininuidisa Aedagndndaeenuniid wlusduduledy
nsgeuuUlifiang (wandlugud 2.25) anndulesnindndisnszuiunisiangdy
(Pultrusion) tulgntegrereiilesgnisiusiunas madndududule fafuduleasgnides
flulufimmafenazeusnveaduleazadefuauenivenda uandugud 2.25 n1sda
AnszuINMsangdu (Pultrusion) dmsunsnandinaniduloenderiossadindulosn
(Long Fiber Pellet Pultrusion Machine) aﬁ?ummmwaﬁLﬁ@éguimﬁl’ﬂﬂwag:ﬁ 2-4 fiadlums
Tuvaigdt uaziinannidilosnanuenuinegiivszann 10-12 Sadiuns.

(@)

(b)

SUl 2.25 (a) Windusssue (b) dismniduloss (12]

ﬁaﬁﬂaﬁiﬁﬂaéwﬁﬁa%’aﬁﬂﬁ’mﬁluﬁ'aaﬂ’ammwaaLﬁmﬁ%i’]awfﬁﬂﬂiuﬂi'wlﬁm
Wiananain (hopper) miﬁﬁummﬁlﬁmmgm’tuﬂizmumsamsﬁugﬂ wAdANINaninaNLEY
Toandens aedadindulosnn (long fiber pellet pultrusion machine) lﬁgﬂﬁmﬂﬁfﬁﬁa
ﬂ%’uﬂqqmmmﬁmu,asmmaﬁ"umﬁuaﬁaaﬂauwaammaﬁmwmaama%ﬂaLthLLasﬂﬁuaulw
woes agslsfimudinsinsfnvraiiednswauliaunseldtudulesssuvdls Snnds
ogsddyAonisananuviavensiuiioliidulanunsaguadluluvaziiguvginiie
toafunsdenanmvnaniudou ﬁaﬁumgmumsﬁm%ugﬂimsﬁ'slﬂazLﬁafaéﬁ’aﬁUﬂm’]aui’aa
Wrluruundisa uedmiudianatadnnaudulesssumfinsesinieatuiefinsreduga
Waamn gﬂﬁ 2.26 Welfdauimasanszuiunig fmnﬁ?uLﬁmsgﬂﬁmﬁmiﬂé’ﬂﬁawaammm
nsenszuanidielisduinnmvasuluuisisa wazdloldnuusunsfidesnisedesazinnisia
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! v a v v 1a 4 [ IY ! < & a v 14
iuiidadlugausiinn (mold) uazidudegesiaiinntuluaszgnidaeen udansevaan
Fudeenumedidames (ejector pin) Negamilunsiiu (mold)

(@) Injection molding
A 7 Split mold
Pellets = : E 3 22 : Hopper \7

Ejector pins

Screw motions Screw Heaters Barrel Nozzle Sprue

(b)

Hopper dryer

Ul 2.26 (a) 1A3esdntiuguuuuuni (b) IAdesBnTuguiuuAiesiIusia (hopper dryer) [12]

wiinsruaumsdniuguazaunsondnndnSusildesnnsuiflianse
namduletasunse (fiber reinforced composites) laegasiaiios sufumaiia injection-
compression molding sfigutunldlunisvidudiudmeandulesssuraaiiaudise
Won1unAdANITUNINR 1L d UlesITUIR (textile insert moldmg LLamImUm 2.27
Aedestunisunsndmesindulesssumpluwifind Tuneuwsniuudfiuias zi5ugnUnLiles
vduneunsaamesTunaafinisdu LuaaﬂLiszjwfmLL;JW;JW%QﬂﬂﬂmammuuaummLi'ﬂu
nsdaelhisduunsndnluludldfiiud Selunsdliinasgninoguuiivvosusfind Snia
nsvuIumsiiaunsananldedsraidoaniulssleniluguvesnisnanduanuwuuunsnin
ndulysuTLYIRINAUUENUI oAUl LT ILURNNWLA
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Textile insert
(a) {b) (c)

Resin

=
I
i
—
'l

8.77 The textile insert injection—compression molding process:
(a) insertion of textile; (b} partial mold closing and injection of resin;
(c) full mold closing and compression of resin onto the textile insert.

gﬂﬁ 2.27 Lwﬂﬁﬂmsmeéqwﬂuﬂssmumiﬁﬂﬁ'ﬁugﬂ (Textile insert injection molding) [12]

2.7 weodwmasidesUsenau (Polymer composite)
28.1 Janiislsznauvseiangaeunedn (Composite materials) [31]
Judagunnnimikedaianissmmiy wiosnafiesdusznoununiinielss

saa 1

a519 wasmaAndnianuuand1anuAsns ounNItaesrlauNauiuwdvn i iandauUn

[y

Tnesauddu lneditagldsududadesu slvaudadldananreunedniinissuiuves
auditanfiiuasduszney Fidumamsaifsaudfvosianaounedndsliansamanildain
Faguivawdafofiduesduszneu Gsiagreunednazuszneusie 2 du fie drmenind
vi3eTaniituidondn Bund1 wind (Matrix) ludwitgnnszasegludondndadutaniivde
221580918 71ua3 U3 (Reinforcement) tnodauiuming asidudufivaead ud1uuas
AsouAguaILTiaTuLs il i e iy iWevhlrdufiaTuusseglusumisnafidusussiu way
nszaedInNinmun dwvesasasunsiagimihiifisa s fanaesunedalidl
audRmudenis Tudmvestagreunedndaeneiiuagniniosliiiauiffmmnedonsld
nuameiu lavautiflinntagaounednasiviolmituegfusnduvesievinvietan
fadtu wardnwairnsnsraedmealaiivey dwsuansfednunzveaaiinszarsdegyin
Weniu ustdanadudu (Usinm) U919 2un anyuen1sInteaiilazn1InIEaNefives
wlaluswnisfiuansnaiuuds AezliaudRvesianaeuwedniiunndnaiun
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(rone D govee D e
e Gose g

concentration size shape

e o)
Cacaa BN 1172

distribution orientation

5UN 2.28 dnvaznisnseneivesaidmareaudivesianieusenay [31]

2.8.2 Usztnnvasianidelsyneu [11]

Yanpounadnaiunsasiwunlandu 2 drud 1Ay laun wvdnduazansiasunss
Frdumnduunviavesianfiduamindlutandsznovzannsaduunld 3 uuu liun Yan
AauNadnnadiuas (Polymer matrix composite, PMC) Tanaaunadnlans (Metal matrix
composite, MMC) agianaaunadnies1in (Ceramic matrix composite, CMC) Waga315a
TwunLengoulasnmunInINYoIEsasLS Lawa aines (Whisker) dule (Fiber) waz
oA (Particle)

TaqiBssznay
Composite Materials
| i |
'i'ﬂqli'ﬂﬂi:nnuuﬁmn'f ’J’ﬁqnﬂdﬂ‘::nnu‘fﬁﬂ: ,’:‘V;?lpji‘-ﬂ'aﬂtsﬂﬂumnﬂn
Polymer Matrix Composite | | Metal Matrix Composite | | Ceramic Matrix Composite
(PMC) (MMC) ~ (cMo)
wnindineslumafa = aSuuTiRnoEule = Suusismaulo
NIy
= \FSuusdsayne —] W uunEsayn
wnindinasluwaadin
T By 1 =1 FTuundsimnad — wHuundsianed

SUN 2.29 M5TMUNUEANURITanLTIUTENa UMY AT LUNT NT AL S NYMEVOIENT
WAL [11]
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ansildiasuusaduunlanudnuasiar Uusmsuy wil wule viseunia @1unse
Duldveguuuunamiada wunsdiu neegiiflen Wudu didadiuveseuenideiduniu
AUGNAN (Aspect ratio) 1fiansan Minddadrufiunnnin 100 Jasasuusatiuazilulszam
wule eradulaviadulesniseiles niadwdulodu (Short fiber) Alg FeliArdnaiuniuen
AalduNuAugnaaitesnd1 1,000 dudulegny (Long fiber) agilArdndiuniuinndi 1,000
v = & a a6 a N o= v 1 i a Y & ¥ 1 . [
wWulpdivianuuduniduazetiunid Fuduledarulngndeuldilumn @ulowna Glass fiber) du
leazsnia (Aramid fiber) duloa1suau (Carbon fiber) wWulewaglaa waziduleainsssuy i
(Natural fiber) JanideUsznauadsinuaudi Lavdnuvazvosiuiudulenadiaon dAuenda
wazA1mNdsigs WlsiAansidenanmuastuiy dadanesiududuleniidnuas
guadnunfdidurugudnaluseaulalasunsuaziaueniiioiiaduns Fwild
Ann1sdnisessiluwifeiuiungn (Elongated single crystal) wanyiladinwaluauysalaiin
M PN . . o § va ela 1 A 4 = I a saa ¢
n1siAsABU (Dislocation) viliiawneiiAfianuudasigunn W Janesdanaumslud

2.8.3 AuURTINaveNeduasiislsenau
a & a | Y = av v a N ¢ v

wodlestUsznevdulnguarvzluarsusznauiildaindunignillaseadng
unlngiuniedesd Wounenuluaeldidusn dwmanennuudiuswemediusianad
WIBI9INANUAUILUUAAT NUNIUNISHANTDULAR FIMINLaSULTIluUNaANasITaUsENoUTNEA
v a % ° v wa = A /-4 a a9 Y A = P
memsiiuduleasluynliaudfanundwsaiuundu neunfaulefldasuwsaazidudule
Pfimuudusauiiesuuaznszaneiininseyil AUl genanvstuegiufian19n15dnses
fivauduleNn g as UL TINAINNNSAS LTI UTARR LT ara nAIUNITASURSINUINTEIIN
Igaulaensuselddnsiuisunlainsuantsun 2,30 Nuansivaudiniadnasg1sineved
NOABSTIUTENDUTIIUINTEVAIURANIINITIANS BIFIUD AU LT AT UL

ANNLAU
97 o
rdulenagsunga

JamAalsznauwadines

LnEndnaaINes

> |
AANNLATER

5UN 2.30 audAdanavesianiBalsenaunediuesivseuiisuiuianesrusenau [11]
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audinenatezfuaudinldrnauifdendnuomedesuaraudfveadulo iy
wsunss vlanfiesuusalanuudaussimnninfaniiliesunse fadunannuinizuuss
nsvyhvenduloauuss mmmmsﬂumi%’Umiﬁ@mqqquu%uagjﬁummmmmiumi%’u
ussisvesinTanildiasuusy dwivdvendenedwesudnatilud i darumien dely
mMsvevunazdadnaiuusaddie iy Jagasuuseieglusunuuveseynin vionsnduasn
Tumsfuusdlalsimnianasuuseidumnduledlinsnssansussnseyildfingn eynans
wiandl Fondn arsdudu (Filler) FeAnruudusssimeggaiubndes Wusnadmsendng
AL umuiuvesTan fiivt uresanideuseney Suilfanusadragaeume
antlnldsunilasadeitliinsunsan wu weslwesane q dmiunedwesideulddu
fuuansndgsunladu 2 Useian fe weslunwanadn (Thermoplastic matrix) o3 lugnfa
(Thermosetting matrix) nginnssumamnudoudisnsiu eslumarafniuilassadaluena
fflaneleidudunssoSouuuis deldsumuouaziinnsseusnasuuuasgusnaldmy
anuzuazudasasgUldidelfiunnundy wieleinggnnsvivhousinssyihitgsflaamsadn
uvhanelssassneluduld Suhlifagussamme SlamanafnannsainduantugUldlmils
SnadilngandivdnvosTanlifinauisunvas drumesludnfeiu Tassaadeulosduiy
wudusisun Aaufasendeuleduanadomumiueu tinnnsasgUliuasuudag
dewnfussdBamionssinduanaiiudausann Jehlliamsoindusmaelmisnads
wilouvszianimeslunaradinld damgAnnssufouiinadenisiusuianaounedn Jugd
wanafnfidumeslumwananlieiudouiiganigevasumaiudtusudewiansdud aagd
deldfumnufoudnamzannsovasumnailddn madenldTaguinladusninduieiie
ndntutuegifuaninmeiideniulinu wedwefdsenouiignaiuussdelueinata
violoumnidneglunguimeslun Wilaufazgmirluusuldivauidosmsanuudussiu
nandlaufaunann W westined ndsesonszuy Wudu duwvindvdeidonoduoiudnil
oglundudtiond axgninunuszndlinuduTaniidesnsmasuuss anundauseiigs uonand
Frannsoiduleviaduquiliduianlunisietuusld wu diloeduusdideuudusuas
foamsaudilunisuussiigininnsieduuswhodulond Teud Wulonsusunazidulooys
i ImawaﬁLM@%L%@UizﬂaUﬁLa'%mmmﬂi’a@mdwﬁuammma@é’amm@mvisja LAZAIAIINATY
yNGiDLIIRTFTT 90% way 50% mudiiy TaglsiiAnnisideanmunzegseninansyuiuns
Jusu ludmvesnsndnianaeunednandulsvesmediuesiuannsondaldvainvas
nsgUIUMS Benszuaunisluditiie

angu (Pultrusion) HunszuuiitiduleanihuvendulesnGeatu ntuiady
TypananiIun Ui uNIe (guid plate) LLé"sﬁqmudNﬁﬁLﬁawaﬁma%azmaagj FanedL
oivaouwaioglugsazluindevuuiudule deundsgeulviudei (curing) nouazrnlus
fupounsdnidielildumanuiifesnis
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nsWl¥iE7 (Filament winding) nszuaunisiiasdidunauusundiofuisiansdu
Fofadulorugmodiueinasiman ndantunduleluiuseunnudsuuunmsiuen
wuusen F935uenfenldlunsndesunssiunuiinansiedududesidndussninsaniy
wisussiotuiindigann wanfasifldannszsuiunsil Wud vieawuan viedoe uasvienads
a9 \Dudiu

2.8 deiifeatas

Mojdeh Reghat waganiy (2021) [32] sniddeilgvhnsfing minsaaeunmad
nii ez ngAnssuauAIen (stain) maﬂﬂamwaﬁmﬁﬁaﬂ%m%ﬂauﬁ’a WA UAIUNIITY
(eraphene-coated glass fiber remforced epoxy ; GGFRE) Fuwsninsiadevlewianae
N9l 2 Wit sheIBnsdindoulstunuuanyinma andnieald Tagvinmeaeumalii
A878 piezo-resistive properties NAFDUNING LALANIINAFOULIIAS LAZAITNAFOUAITY
udausariousadianuy 3 9a Gemudn GGRRE feuduyuidiind 4.46%, 10.5%, 11.07% wag
11.27% audnaIuveusanadild 2000N, 3000N, 4000N wag 5000N auasu Fatladeunns
fﬂﬁaamﬂﬁaqﬁugﬂﬁﬁmmﬂu 14.56 +1,13.32 + 1,11.23 + 0.5 Lag 8.69 + 2 MUa1AY
uonaniidamuinnieldnisluanusaiiadl 2000N Araudumiy (AR/RD) azaenndoeiiy
melu 11 seu FeUsdaaszansnmmsasaduiidediold mssunaiutureuindsliuans
TAwiuananusunuessidluauienuuduswin wazlugdadnanas 26%, 37% uag 39%
iy Faudotefianasiiinanuiinanduledidily GorRE Weifsusutanaeuwednly
wiauwuuldindeunsniu (neat composites) itinuAsesaidulouiuazninsgatadivean
suTlaifusyavsam

uanniinsTudandinsnageuusenssmnnuitreumednlouiauuulindeuns
Wu (Neat Composites) :ﬁr’hmi%’uLmé’@ﬁqm’i’lmﬂéﬂ,mﬂizme agjﬁ 10, 20 uaz 30 J 919
JuavmmanmsBamieaszriaduleufuagnisnszaedveastuly GGFRE seuninile
\Wieutumaunedniiliindeunsifiy (Neat Composites) nan153563 iiuianns@nwni aas
ALTUNIIRlAEN1TNTIdUUIZANSAMNVDIABUNOANAETALIIANG 9 i uauseuanndu

Jacek Ahdrzejewskl wagAy (2018) [33] mumauimumauauummm'ﬂm a0
B uusefleadaning ﬁMﬂUﬂﬁwU’JUﬂ’liQWUUiULL'U‘ULL‘I/Iiﬂ Tng insert 1@3uuseRldvhen
uHUINALeNAULIWV AR LESuLTIludeY (Self-reinforced Poly(ethylene terephthalate)
sheets ; srPET) gnwaaviu (Overmold) siaeruv3ndwedwes 14 PET aeswdaduanuvind
lown PET (Li%umsmnmu%awé) waz G-PET (lawedlnesan PET aé{’mmu) LS EUAIDY
mwmma’lmam’summ “ZJEJQﬂiuU’J‘L!ﬂ’ﬁQWUL!TLJ amﬂiummawuu \eUseiiuuseanaua
YBIUUINNG LLavmnaaUﬂmauummﬂaLmﬂfnmauﬁuuwumumaqmamwmeﬂ,’g Tng9i
ATNAFU @mauumw’mﬂa NN53A1¥91 DMA wag DSC ankan1snaadeunienalauandliliu
fangAnssuntsuaninuanensudanangduiiegns G-PET 110 SeAianafumuussfauas
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Tupdafiatuia 60% way 32% muddunafiutuiiddyiiandanelfanaiaruiumunss
nsgunn dnsulndloawmosiadesUssiny AeuFUNIULSINTEUNNeY TSI 50 K)/m?.
MnANTuFUAINIT 5 50 k/m? Inendes SEM gniunldiitensiaaeudugiuinevesses
Usvanuiuresnsiaduussuuuiaying Sefodunsuesnadontuvesdumesinatadiniang
fnn1¢lusedugaseninefanunInduarn1SLaS UL WUULNIN SIPET 9 nNadnsfitiaueil
ansofuduiuunaainislinelulad overmolding dmiumainiosiaguauaiuusslusa 3
dnannlunisinluldlugnainnssy

FaransuansnaaouusitsiusunsiainzegefiBenseninamsiaiuusuas fan
wvnduuudntugy daalvirlugdageanis 30% Wntunnissuianaiuussnouyiinisin
Jugtiiletelvitagisaosdinsdanizfuiifdu mswnAniviaueluldlugramnssums
Prelvianansoantmiinvesmdnfasituaaineuarsiuneauazamniumssledatan

Kengo Nodo wazmmz (2012) [34] I@Anwinansenuvedlassad1admefidnuazne
AoausTauninavesdmened (nsauanin) ldusifundensruauntsdn-sndugy Feilgm
&nues PLA Aomnuiizdeiuazyilignirfnusyansninmsldnuessitues Ssldding
wenemiazUiuUsevie blend PLA fuagiifinnuudaussnin iileusuussnmant@liensly
ndn nuATedFeaduludinmafiueruuduss wie Wy PLA Wundn Taglldasis
upslae ﬁaﬁuwﬁmﬁmsﬁamﬁwﬁlﬁ%ﬂu Biodegradable 100% fifiauanunsaviintuegnsd
‘IJ‘EJEWﬂiUIﬂEﬂ%LV]ﬁUﬂmi“UUiUﬁWl@ (The textile-insert molding technique) ) Inenseliazldfin
PLA RafuLsiuved PLA ¢enszuinntsdndaiugy mwmmmwmimusﬂmamm':tsmLmv
sprhaihiuionsfufanrdmaoysyansnmnsSuLnazunn TuaunsnsEaIELIInTELNN
ugsuinunhslddaiuastefuamusiunusonsnszwnld osslsimuidnuasimens
T¥nsnszatsussiiuanssiuiesanauausalumsaiiuandnatu Sniedsannsoiiia
mnuannsaludemesanuuiusiazaumiolfidasedenisnszaeusuaznising
yesEndnuazivme waznanausausEIsThdnLagivedeninsariiunuaansalunnsny
FouTINTEUNN A sEBaLY

2
= 1

Y. W. LEONG wagmasz (2005) [35] iun1s@nvmansynuvesdeulunsdususe

AuanTAIganauazauan AN IdugIuine i d1udeuszaruvesilduunsndnd ugy
Polypropylene-Film / Polypropylene Matrix 4#i 8@ n¥1A310 6T 1u536 0 w5798 (peel
strength) 5¥11313 Polypropylene Film Uag Polypropylene Matrix handaunamniedugiuine,
fAat uil usisesrosENI N Polypropylene Film wag Polypropylene Matrix 911015
agauAaNTANI9NG 1w Three-point bending, Izod impact tests lnaSutefisnisasnves
fsuaniiuin nsuwenduiidy warnsuanvesiidy wensaimaiuansfemiuudauss vesns
fanzsemiusiuiidusuiuiuagmsBainmessniausiuidaafiun n1suiuugsiidrdalu
nszvaumsEAe msiugungividisediiutulifiduuasnefiuefuisdiuaratsiniu ns
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uwnsnilduasuuiiuiafuldldfdudaelinudoussnssunnldgeduuddafiaasaudaiida
ansnsovhliudausatuian
Justine Beauson wagAtus (2022) [36] ﬁmsnwaﬂiwwaaamwmsﬁugﬂLLazm’m
JundnvomedweinineautfiBnares PLA dSunssfemiouuiiamaden Tasluilagiy
Ievinsnwmansgnuvesgavniinernuiundnve swedesfiinasdeusynsaimdnaves
Faquau PLA Ala3uusenodaies Tuszduidulenausingin Tugda (Young’s modulus) v
PLA iduussioduloiintuiloduifatugamni (12%) uazarmudausasionn (strength at
break) anas (30%) Fa8nsrUILNTIVIRDUANT U Lugda (Young’s modulus) ¥a4iun3ng PLA
wEnenafindu lurneiaudAvonduloiaduuse PLA laild¥unanszny dluseduresian
adunss manandlffiudsnaivtuesgumgiiniidmalieundusanauazanaion
(strain at break) g39u JusgfunisdunasnnIIMAgey Fsan1ign1sluguilanzauiian
dwdumadeninga PLA fildsunmsuuzilildlumssdnfanaesmedniiaiuusslusies delu
swiumpuwednlnealunud gauginissiudaiutuinlugnatesnsnisanaswainiandy
waziiud uvosanuaion Tuvaedlugda (Young’s modulus) Sandlildsunanseny Snlu
ndifla B29gumgRiAuluT 155 °C dmsuneumedn PLA wv3nd aunmuesianualiesd
Fnannaedeuduleilivmnzan Ssnsusesuanuialng dedunmifidsosuedednume
ANUIUTIEUIRAmMENG PLA uazdnuniznsBangureaduly Fansdil 2 wuirilgamniige
170 °C wanslifudaduloaiuuse PLA funaduifisusredlidanud wansiifiuiansisy
vasuazaevouduluiflosnneoumgifivasuazasvenduloiaiunse PLA fie 177 °C o101y
1zANAaIALAE puresUnTaituiuduvnnar1veslugda (Young’s modulus) Lty
ué’qmﬂmié’mﬁaqmmﬁﬁﬁmﬁumu
HansENUvINansaUsEANS nmandAnienaneunednainnisvasuly
nszuIuNTNUIIAIlug&d (Young’s modulus) 71 ¥191ntam3 ndedagiudensladnig
WasuwUas waliada (Young’s modulus) VEnTAWENRNTY 6% FuAnannsanNEnTes
wEng INNMsTIUTINNaTesUATIELandliudsUssAnsammBnaves PLA laduusedae
Fueddnglifinseuseu (annealing) Aaudvasiansatdlsinuiiofiansanidaseadasziu
lailAs (microstructure) wusilssisrngamgfisiadt 165 °C wavannsnanldfs 155 °C wild
wvindedagiu Juuandiiuddeliuisudesangupinilimnitgavasuivaiveadile
s aUsEanM 20 °C lui3eswean1sausou (Annealing) aunsaLiuAALT s woIADLND

a aa a 6 = = 1 S v o W 1 =3 1 . =
ARNUUNTNGY PLA LWUUNINANDYNUULEALY E)Eﬂ\‘lliﬂ@ﬂllﬂ'ﬁ@‘UE]@u (Annealmg) Tunsfnen

(%
1 v

= £ %4 a = ! L2
Hasutnsldiiaiuiu 60 ui ﬁ]ﬂlﬂJLMM’WﬂUQ’WUQ@?ﬁﬁﬂiﬁJ
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Anwin1sTusunediwesiBalsznauiiasunssiieinlidnlineuasiatuussiigusy
Tyl Ineuuseanduian eynsal uasiasesiiogunsal waznsvnaeunuauUdRneg

3.1 LAUNISATLLIUSY
1R8N AU UT LU ULKNULAZTURDUNISANIUINUI VO AILAAI L UAITIN 3.1

ql o a
197997 3.1 LWNUNITANLUUIUY
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dl o a 1
M15199 3.1 BLRUNITANLEUNU (91D)

SyuzIaawiung
2565 2566

11.A.-5.0. 1.0, AN, q.

7. SUTIUNANS
dl o *- - --»

VEERITRIGUS D .
@51
8. LW IUITY T,
9.45U/91891u Dl B ol il .

2 VatIIN 7 I S

LAAILAUNISATUIUAM N

——  uanamsaniunuilguRase
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3.2 JuRBUNNSANEUGY
TuanAdelasinsenlunuauduneuragui 3.1

PLA 6100D
thlueufigaumgdl 80°C 1Human 6 Halus

! i

NAEUANURNI9AILTDU naaavanUAnInsiva
A4 4
nageuMELAtlA DSC naaauainisiva MFI

v

ymstuguilddnlsinesas (Nonwoven) adpsdasunuuangifien
Thermo HAAKE® PolyDrive (Single Screw Extruder) n1eld@n11y
gaumgil 230 °C (Zone Extruder) Melt Pump 7 14 sausiawit U§u
wsaruanudule (Drawing Jet Pressure) 1 10 psi wazA13157
A8N1U095U (Belt Speed) AaTiA 2 m/min

PYIBUIUNFA LA PR AT AN TN

5UN 3.1 wnudananaduneudniiunuidy
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3.2 TunaUNIALELGUIRY (Fa)
TuanAdelatinsanliunumuduneudagui 3.2

PLA 3251D

Ulleuiigamgll 80°C uwan 6 Halus

A4 v

NAARUANUANIIANUNSDY || neasuanl@nianisiva

Ll v rnlaidinlyive
(PLA 2003D) NAABUWATA DSC neasusvtinisiva MFI (PLA 6100D)
MU ugUnediuesidelsenounieg v
L »| ATANITUNINEMalunsEuIun1Tan (< AU
. (Insert-Injection Molding, ARBURG
470 O) waiiiusi (Mold) Weld Line
\4 \4 l
NAFDUANUANINIEAIN nNadaUaNTRTNg NAEDUANURANIFTUGIU

> V159U RUNTUIU

—> Vl@ﬁ@‘l.lﬂ')’lllLL%\‘]LLi\Wi@LLNaQ

—> ‘I/]ﬂﬁEJUﬂ'J'mLL%\‘]LLNG{@LLN;QQ’]

—» W@ﬁ@‘Uﬂ’J"IQJLL%QLLﬁ\‘iGiaLL'i\‘iﬁﬂ

—> NAFBULLINIATELNN

SEM

A 4

AATINLATATUNANITNARDY

5UM 3.1 urudauanaduneudtidunuidy (de)
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3.3 Yapilldluauide

33.1 Yanildtusuinlaidnline (Nonwoven) amnneduaninuedn (Polylactic acid;
PLA) 1n3a 6100D dwsuldiduianasuuse (Reinforcement) Saunuiwiu = 1.24 g/cm?,
Melt Flow Rate, (ASTM1238) = 24 ¢/10min, Ty, = 165-180 °C, T = 50-60 °C I1AUST EN
Nature Work LLC product

3.3.2 LLﬂJu?\Iéu%ugUmﬂwaéLLaﬂaﬂLL@%m (Polylactic acid; PLA) tn5a 2003D d1%5u
T dudaniaiuuss (Reinforcement) §AMUMUILY Y = 1.24 g/cm’, Melt Flow Rate,
(ASTM1238) = 6 ¢/10min, Ty, = 190-210 °C, Ty = 50-60 °C 91AUS ¥ Nature Work LLC
product

333 YanilddntusunodwosifsUszneu neduanfinuedn (Polylactic acid; PLA)
\n3m 32510 dnsuldidunediuesudn (Matrix) fAnunuIwldy = 1.24 g/cm?, Melt Flow
Rate, (ASTM1238) = 10-30 ¢/10min, T, = 145-155 °C, Ty =55-65 °C 91nUSEN Nature Work
LLC product

3.4 mstuzuwediuefidesznay

3.4.1 dudawediued PLA lWeufigamad 80 °C iunan 6 42Tus thandugudae
Lﬂ%@x‘]Lﬂ%@ﬂﬁﬂ%ULL‘U‘UﬁﬂELam Thermo HAAKE® PolyDrive (Single Screw Extruder) lnglawe
duanAnuwa®n (Polylactic Acid, PLA) Lnsa 6100D1umﬁugﬂﬁu1& 1AgyNnNSensannela
anmzamgil 230 °C (Zone Extruder) Melt Pump 71 14 sausioundl Usuussiuimiudule
(Drawing Jet Pressure) 7i 10 psi LaYANL5IE18N1UTBISU (Belt Speed) AITITl 2 m/min ¥
nsndnduguilidnlaimedieiBnig Spunbonded s niinedmesgnvasumaiuazsnin
sheiaiesdninnuuangiftariuiatuueiss duledansgiildazindiedosmiudule
(Drawing Jet) witafiusheagnedilaidnlivesioly anduthindauazinanumuiliiivunnieas
wiqfulunngFuiieldiduTanluninaiuuss (Reinforcement) 1aswodiuafieusznay i
wamslugud 3.2
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(a) (b)

(2 '
=

JUN 3.2 (a) wnsestugudiliidnline (Nonwoven) (b) Fuauigndnuas inaruvun

3.4.2 uduilduduguanneduaninuedn (Polylactic acid; PLA) vin1sindauadin
Ay Ladewingdu lunndu wedlddulanlunisiasuuse (Reinforcement) vasnadiues
Wauseneu Aauandluzun 3.3

) ‘ S

5U#1 3.3 (a) drufladannediuaninuedn (b) Iunuiladigninuazinainumun

3.4.3 yhnsdatusunedweiiieszneuiiadunssiaeinlldnlinefeniosdniy
35U (Injection Molding, ARBURG 470 C) wslfiui (Mold) Weld Line lngldwailanisunsnly
udn (Insert Injection Molding) 1¥fianeduanfinuedn (Polylactic Acid, PLA) 1nsa 2003D
farilasnisttunuandlidnline viewhidunfnasunifisn wdinihnsdndugd &
wandluguil 3.4
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5UN 3.4 uansnwaznsnadilldnlive visuruiladasluwifiud (Cavity)

3.5 gunsaluazesesilafldlucmuise

3.5.1 fouLikazAIUALeMNOY

3.5.2 gunsalinAnumun (Thickness gauge)

3.5.3 nisneaeusviinisluavesnadiues (Melt Flow Index, MFI) Ju Type 6542
Serial 8331 14lun1svadeudnsINTsinaveanediuesviasunal AULIRTEIU D1238 AdLanS
Tuguit 3.5 Taensthidanedweifidesnimaaeuineutiioldauiu dnjmdndegns 8 nfy
waslunszuanvianu (Cylinder) d1egamgfdl 190 °C wag 230 °C fivvinna 2.16 Alan3u
NARIULLIIANA (Piston) WanaRnuanazlvarusinedeeni ndsntdulaiwanadinilya
ponudauil et ludadmidn ieuduiaan 10 undt ifagldaes MF vammanadin daaed

ety n$1/10 u

5UN 3.5 iAseanadeudviinisinavesmediues
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354 MInadsun1enuseusgmaadiesisulleaaunuiuanesdmes
(Differential Scanning Calorimeter; DSC) 54 NETZSCH model DSC 200F3 JunIewmaaeu
autAimaniudouesediues semaiia DSC fauandluguil 3.6 legnesnuuusiiedaely
MTIATIEI wazeSueMsasuulawesmsiAnufisonail msmeuazganuieu Tasin
Uninmaradeuiiunnsnatunesagiegsiutaniildsnsdsmeldanizgumgidetu Snit
Huandlsmauisdnuuzanzvemediuetdduonmuduasiulundndusigaine 1ns
nsidanieansiiegisiiviosnismeaey shnsdadmiinvesarsiogdliftminlaisii 4
mg uabkiiliu 5 mg LLﬁaﬁW%ué’aashﬂdaalﬂiumﬁnuzmsag (Pan) ynsonliwiulalieinin
Tudaeluld udvhmmegeu

5UN 3.6 aseanaaeuautinanuioumsnatafvinesisudsaaunuiiuaaeiiines

355 m‘iﬂ/lmaauamﬁm’mEJ'lmsJﬂaE)\‘ﬁ]aVlﬁﬂuLL‘UUI%LLEN (Optlcal MIiCroscope;
OM)‘U@‘WNmam LEICA Taidusudasne Maﬂwmumqmamwmamam LLanjumuMaqmi
NAFOU AIUAIRIVNY 100 111 mLLam‘L‘ugUw %

Ul 3.7 ndesqansseiuunlduas
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35.6 MINAEUALTRANLDIITIRBLTIAS (Tensile Strength) 1NAsEIUNISVIAEDU
ASTM D638 #feia3ns Universal Materials Testing Machine $u 0121 Model H50KS fauans
Iusﬂﬁ 3.8 Tnednuwarduauildlunismeasvaziidnvandusuiua Tnew3eud uauai
1514 Type | HA270817 115 Haduns n319 13.5 Jaduns Gate length, (mm) 50 uay
mmaﬂumimmumw 5 fladwnsseunit Inevihnisvadeusgiates 10 §egns 91ntum
Aade

JUT 3.8 iAsemnaeuantRnI LTS IRDuIIR

3.5.7 NSNAAOUAINEIUNNUABLIIFITIRY (Peel Strength) Instron Machine Type
5966 R9474 fauandlugudl 3.9 lasnaaoUAILAIRIFIL ASTM D638 W3uBuaudmiu
msveaeulpglawiulimuniwewunuildlumsnagouiiotosfunisinuvesdilddnline
Laziiowaning szdvunanuiilunisfaiununegoudt 5 dedwnsaeundt Tneld Load
100N L&I39VNSNAgeUL 9oy 10 AIBEI

5UN 3.9 1ASBIMNARBUAIILATUVINUABLSIANTIAN
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3.5.8 NINAABUANLLTIUTIHOUIINALUU 3 97 (Three-point bending) RUIGERE
Universal Testing Machine Model H50KS fauandlugufl 3.10 Funageufmualifouinniis
10.5 fiafiuns 8711 50 dadiuns uu1 4.16 dadiuns anusalunisisduanunaaeud 5
HadunTRoun Support Span, (mm) 66.5 wag Position limit, (mm) 30 Taeld Load 100N
VIPABUANNLIATEIU ASTM D790 vhnisnadevethsiios 10 freghe andumaiads

JUN 3.10 1AS9INAAOUAINLTILTIHOLIITALUY 3 90

359 MINAFOUANLIUIUABNITNTEUNN (IZod Impact Testing) $neiA3as CEST
$u 6542 Serial 8331 fauandlugui 3.11 MWdwdumsnusionssnszunn MasASEIL ASTM D
256 Tnefewriinsmageutid uausndaldldvuinaiuansgu Mvuaauend 63.5
fadiuns Anmmundl 10.6 Tadluns WodAnwdnuwarnisunnvesian Taannsigusaogng
YAAOUTLIAINATEIL AWARNTUANT iinTavndeuaenatios 10 foeha IntumAais

JUM 3.11 1AT0IMARUANLATUMIUADNTNTEUNN
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3.5.10 N15VAERUAIULTITIAY (Rockwell Hardness) Aa8LAT 09 Matsuzawa U
DXT-1 slauandluguil 3.12 Mdmsunisnaaeunnnuudeniy anuunsgiu ASTM D785 Tagld
WInA HRL 1/4” Load 60 NARIULILUNAZRUNIAIUMLY 6 mm.

JUN 3.12 Seamnaeun Ll

3.5.5 %u'gﬂﬁﬂﬂiﬁﬂhjwaﬁ’mLﬂ%’laﬂﬁm% Thermo HAAKE® PolyDrive (Single Screw
Extruder) neuiadamuidulonararenulun1sifiug1ainnszuiunis Spunbonded fauan
Tusuit 3.13 meldannizenmgil 230 °C (Zone Extruder) Melt Pump 71 14 seusioundl Uy
wsefuaniudule (Drawing Jet Pressure) 71 10 psi WagANMLSId18MIUTBISY (Belt Speed)

AN 2 m/min

SUT 3.13 1A3038A3R (Thermo HAAKE® PolyDrive)
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35.6 Jugunodmediissznaudeiniasiniugy (njection Molding, ARBURG 470
C) wiifinsi (Mold) wuusesidenuszan (Weld Line) fauanslugud 3.14 %ugﬂwaﬁmai%q
Usgnausemaiinnisunsndmelunszuaunsdn : (Insert-Injection Molding) gaumaiildlu
n15%u3U 150-210 °C 970 Feed Zone i3 Nozzle snuddtu Tnsuzunneldaniaziisinua

iR 1)

‘,

;silﬁ 3.14 Lﬂ‘%‘laqaﬁugu (Injection Molding, ARBURG 470 C) waifianii (Mold) uuuseeiiion
Uszau (Weld Line)
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uni 4
NANISNAADY

MuATeElansAnnnsTugunediesidaszneuiensruiunisiaiigniaiuuse
sheflignlinesemadauuuatuueud (Spunbond) uaznedwesidsUsenauiiasuusadae
wHuTld Fetunuiomeyhanmedwedulindeaty e tanimuedldlunistusuiudu LA
Fadufiaiuusuardniduaning lnenszuiunstugliuegldinaienisinduzuuoy
uwnsn (nsert-Injection Molding) u&wnsamdndauifunifidnadhvoaionarain 2 ma 3
nszvaunstazgnaueilfegneldanngidesuiomn Wefinu dnvaueynanienn n1s
Usuussauandinisnavesnediuesiiwseneudigniasuussineilianlive wasuuuiasuuse
seuudy WewTouiisuiunuuiilidnisiefuusslunsruiunisin udnhmedwedid
Useneuitldarnnistugy sfnwuasnisudisunuaudivisdsensdelfifuuumdunis
VUit enfiiiu auawtBivnana manusenssis uazmsvuseusanszunn Wudu Snvia
Fadumadeniieltlunsmaunuianiiannsagesaaslsmedinmuuulifingaduusdssn
e

4.1 NIMAFRUIRANEAIYRLIER
4.1.1 wansvadevauUAnINnINTau

nMsnadeuaNTRNIIANSeu dawedeRnwesisuduadunuiuaaesiives
(Differential Scanning Calorimetry : DSC) wa@@seantAn151UIAINSoUTINOALAARNLETA
(Polylactic acid; PLA) me‘vmﬂﬁﬁwﬁiﬁﬁumis'ugugﬂﬁﬂaiﬁ'ﬂlmaé’ammﬁmwuaﬂuuauﬁ
(spunbond) PLA 6100D wadlan@ntkodn (Polylactic acid; PLA) \nsamannsAdilalunisiu
sUnefesideusznaulunszuiunisan PLA 3251D LLazLLsiuWémﬁ%ugﬂmﬂwaaLLaﬂamLa%m
(Polylactic acid; PLA) PLA 2003D



DSC Amwimg)
L exo

— PLA 6100D
— PLA3251D

— Film PLA

08

06

04

02

00

-0.2

40 60 80 100 120 140 160 180 200
Temperature /°C

JUN 4.1 uanmananuiowvemediuesawviamemaiaininesisudoaaunuiunass
Hwmo3 (Differential Scanning Calorimetry : DSC)

ANNNANITNAFDUVDINBAUAAANLDTA (Polylactic acid; PLA) W 3 viin wanad
SUT 4.1 Fausznaudne weduaainuada (Polylactic acid; PLA) Aldlun1stugurilidnlsive
meowmataaluvaun (spunbond) PLA 6100D weduaafnuada (Polylactic acid; PLA) lalu
nstugUneAwesiesznaulunsruiunsda PLA 32510 uazwiuiduildantugureswed
wamRnwage (Polylactic acid; PLA) PLA 2003D Fawuimosiuedetan ﬁqmmﬁwaaumm

Indifssiu Ineneduanfinuednildiugudibidnlinegaumaliosn 169°C insadildlunisdntu
U 170°C wazuniuildu 151°C

4.1.2 wansnadeunviinisivavesdianediues

91Inn1svadeunIsindrinisinaveadanefiues auuinsgiu ASTM 1238
nmsegouliolisuiisusudinisinaveasianediwesinsanisnisan PLA 6100D uay PLA
32510 figaunind 210 °C Tagldiwiinnaildlunismasouwiniu 2.16 Alantu Fuandlumss
7 0.1 dethawinislvavemeduaniinuedn (Polylactic acid; PLA) ww3suiiauiusening
PLA 6100D U PLA 3251D fianiziiioaru wuin PLA 32510 fandwiinislvadigendn PLA
6100D § st unansliiudsdnsinisivavesnedwes PLA 32510 7i5lsnsinisinad finid
1 99990 PLA 3251D fla1uniiadi @1n31 PLA 6100D € s@enndasduionaisuszneu
(Datasheet) ﬁuuamiﬁﬁuﬁqé’mﬁmﬂwaLLazauﬂ’aﬁuaqwaéLma'%waaummﬁﬁmaﬁamsﬁﬁugﬂ
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A15197 4.1 uanrasvidnislravesnediues PLA 6100D way PLA 32551D

Materials Melt Flow Index (g/10min)
PLA 6100D 21.95
PLA 3251D 73.56

4.2 ﬂqiﬂﬂﬁaUﬁﬁJﬁaﬂ"NﬂqﬂﬂqW
4.2.1 NANINAABUNITINAIILUU (Thickness)

NANITIAAIINMUIAIELAS Y Thickness Gauge 1AEIANIINTZINBAIUNU
dsiuionun 5 90 fawuudlignlimowazuiuiiduiduzuain PLA dungld anguil 4.2
NTINLERIANFURUS SENIIAMNNUNITBIRN O Nl AULHU AL WuInITTinANULITEY
fnlidnlaivetuiiaumuiadeveiudazgnegil 0.505 ,0.504 ,0.508 uay 0.501 Mgy Tu
ﬁaumam@uﬂémfuﬁmmwmLa?{sagjﬁ 0.129 ,0.130 ,0.130 ,0.131 waz 0.134 AudIRy T
Fewssuisunramunsgninsdlddnlane suwsiuRiduitusuann pLA du flignlived

ANMUNUININUTEUIU 5 90 el AeuiukNuiay

0.6
0.505 0.504 0.508 0.508 0.501
o T s I i i
' 1 L 1 1 1
E 0.4
o
0
c 03
~
L
c
F 02
0.129 0.130 0.130 0.131 0.134
To——aran s e m——— o —m R~ < a1 —
0.1
0
point 1 point 2 point 3 point 4 point 5

= Nonwoven === Film

JUN 4.2 nymlduansmnuduiussenineanumnveshlidnlineduusiuiay
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422 wamsveaeuinANLLaEiWIEINIIATEIU (Gram Per Square Metre)

Mnnmageurinisiadunudilddnldveuasuduisulildauin 1x1
URWAS 111IARUNUIGI81A3 89 Thickness Gauge w&adathiin wansmageutnay
puaziminansgudananddusd 4.3 nsmluvisuansnanisiaaunuuagiinin
1193514 WUMHAN TIRABUAL WndeRuinAsveusuTiduogT 0.0195 uazvasilaidnl
yioadvegi 0.0161 Famanaaouuandliiiuisanadoiminrofiufivesiduiiaganinrilaidn
liive ilesandliifnlinefidulefinszanesiuegesnidas: fimsdaiFesiuuuunasugi
ThiAnvesinssgninaduleTeildddmind doondn anumuindudofiuiiFsiiniude
WisuifeufuwiufiduiiinisdaFostlufiamafudusunuuunsi usuuasianudude
Wy

0.025

o 0.0195
E 0.020
A 0.016

g

° 0.015

=

v

© 0.010

S

o

v

] 0.005

a

g

5 0.000

Nonwoven Film

JUN 4.3 aslvisiansmamsinanuvuiiagimvinannsgiu

4.23 wanmsnaaeunsinnuLdediin (Rockwell Hardness)

MnMegeunTinAuLTsiia (Rockwell Hardness) ANUNINTFIU ASTM
D785 91n3U#l 4.4 nsluvisuansranIsnaaun T TaAIA I s FauuuliaTuussedi
lidnlainenaziadunssiouiuiidy nsmaaeviifunsnaseuiinaasuuiivestunulaonse
wan1smadeuTuandliiiiuin PLA AlifnnsiaTuuse uanseinisaaouniuudeiiioeyd
98.76 tunansliiiiuilifinnfandnduiivinasesdeouuszaiu deduduldildiinnis
nusududofaiuivinusesssay Mnwansmeaeuiduansdeanasuusuaniens
a3 (matrix) 1;1'5ul,ﬁmmiiauﬁ’uagjLﬁmu@imaﬁammﬁu Faflofisuiunsmaaeusuyesin
laidnlamotuiidnauudsegd 1005 Fannnin PLA Alifinsaiuusslainntn Wesinnis
naaeulsnaduiaasuuiiveaduledailignduiaduidulefiidnSositusg1adass v
wazauvvesduledimnudundn uazidulefifinmsvudousuluan
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120
100.5

98.79 94.98 96.72 99.12
100
80
60
40
20
0

PLA/Nonwoven PLA/Film PLA/Nonwoven PLA/Film

Rockwell Hardness

PLA FRONT BACK /
JUN 4.4 N9UVILARINANIINAZEUNITIAAIAULTSTIRD (Rockwell Hardness)

4.3 n1MAFaVENUANIINavaIWaAIasIgIUsENaY
4.3.1 HANIVIAAEUANNLTILIWOLTIRIBITamLESLLST (Tensile Strength)

NANISVAABUANNLTILTIRBUS IRV TanEsuLsy winfiduuazinlidnlive
910 PLA 910507 4.5 nwluviauansealifisiugn dnanuudsussdoussiswosusiuiidu iy
44.28 MPa flyidnlinawindu 32.5 MPa WU31AIAINLTILTIRDUT IR VDI URENEIN TR bl
dnlsive esoniduleldlunstuguvesinlsidnlimotuiinisiufulusndudug ffamenis
Jaseeiuuudasy Johbifeanuuuazindy wiuidudedinnuudausaindinezwiuiidud
nsdndsiluiimmafiuiueusuuinistugy uanduiloferfuatuusiuiiduiamnmun
AINRIANUUDIUTIND

50 44.28
s
s 40 32.5
c
» 30
[
o
tz
k) 20
‘@
0]
£ 10
0

Nonwoven Film

JUN 4.5 NIMLVIUARINANISVIAABUAIULTILTIROUTIFIVDITARIESULSS (Tensile Strength)
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4.3.2 HaN1SNAADUANNLTWLTIRBULTIRY (Tensile Strength)

NNINAFDUAINLTIUTIHOUTIA (Tensile Strength) MUNINTFIU ASTM
D638 AMNJUT 4.6 NTIMUYIILARIHANITNAABUAILLT ST BT asEI 1AM A B TITA
Uszneuiasuusssnerilidnlinewazunuiidy Weifleudu PLA #lsifnsiadunss nuimans
nagouYes PLA filifinsiaiuuse unuildunazdlidnlinedarauudussdndifssiu 3
mngauisnuannsalunssuesslddlivandnaty orauedldinnsld Yagasuusei
uiufiduuagilidnlamofituzuain PLA du ldlddeludomosnisaiuusannin wiludi
vosAmogdaniauans1siu Ines PLA Tiasuuseneilifnlinenasusiuiiduiiiuegdaegh
2430 MPa uay 2428 MPa mua iy GauansAuendaiiginin PLA filsidinnsiasuussandy
Yovaz 96.6 Mnuamsnageuiasuldin nslatanaiuussiuioundisludemomnisasgy
(Modulus) i

Tensile Strength # modulus (MPa)
& Yield Stress(MPa)
3000 190
2430 2428
2500 100
©
© [
S 2000 20 £
2 (%]
Y %]
2 1500 6 ¢
3 (%]
3 e}
S 1000 35;-2 0
500 20
0 TN~ 0
PLA PLA/Nonwoven PLA/Film

JUN 4.6 NIMLVIUANINANITVAABUAINLTINTIRDUTIFA (Tensile Strength)

4.3.3 HANIVIAOUAIINNUNIUABLIINTZUNA (Izod Impact)

INKNANITNAFBUAIINNUNTUA BLTINTELNNVBINDA LB LT IUTTNBUBUU
s uusmewsuAisy dlddnlive waswuudiliiasuuss Fsmsvaaeuiidunisdunsawuy
SUndy uarduussluLLIAININUNTBIT UIUNAEDU mﬂmamimmaauﬁumﬂugﬂﬁ 4.7 wang
Tiiunanisnageudidelndifsstu §edmaniainaumnuivestuay Yanasuussdama
routstes o tanildlunsadunsaiutaguindefuiudewming Snfetaniildly
mna’%uLLiaﬁ?uﬁmmmq:mﬂﬁaﬁﬂﬁLﬁafﬁugﬂf?}Iumuﬁé’ﬂwmzmwmmﬁLmﬂshqﬁu@iawﬁwﬁaa
avtuilewiouiu PLA Aldfinsiasuuseddidiliunnsedusnndn fie 51.002 J/m 41.256
J/m uag 50.330 J/m audIfu Naann1ssuLsenseyiiudelnafssiunnn sl
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70
51.02
60 50.33
,é 47.26 .
& 50
-
© 40
©
o
£ 30
3
N 20
10
0
PLA PLA/Nonwoven PLA/Film

JUN 4.7 n9WILViLanINan INAREUANUNUNIUABILIINSZUNA (IZod Impact)

4.3.4 HANIVAFEUANULTILIIHNONIIAALUY 3 90 (Three Point Bending)

INNITNAFBUAIIURDILTIRBNITAALUU 3 90 VonadwesiTlsenaud
suusemswnuilduazi1lidnline laen1smadeun1sanuuy 3 3L UINANTITNAADY
sonuaesdiundngfe drusunssinainiiuntinveianasuust wazdnadiuaziunssinen
AMUNAIMTOA UL L BULUNTNT VI TAALATULTY TINIABIEILUAAINANITNAZOUAIFUT 4.8 21N
nsuansliiiunaludiurein1sTunsInaInAIuRa WS ad Ui ouwunI ndue s TanaT s
WUIMWaNIVngeUsanIEAluanaNiuLInUnleWeuiu PLA flifinnsiaSuws 1led9n
TanaSuusene 2 vlin 9ganA1uveddIuTuLTe winnuasludIuniulssinINAUnTveLian

a oA e ! Ioa e A LY £ V7 (5 | a < £ d'
ETULTMNU AL nudwiuidudnssunsslagenddilidnline Andusesay 13.2 fewain
wruRduauansatunsSunslaaen ¥ oA o UNENINAADUALLIILTIHOUTIAS
vaadanLatunse Nwiuildudianissusssldauinnnin wndsududilidnlinedalduwanse
< ! v o - - a v = a o A =

ANULTILTONTANAEAN 2576 MPa LipsnUsinaasdulenldlunisiaSuusein In1s8a
WMzsEnIidulagoule JannldialuusdinuuigaililsunaisuunInglaviniu
AOnAADINUIUITEUDS Mojdeh Reghat uazaaly [32]
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4500
4000

3500 3238 2916 3000 3098

2576

3000
2500
2000
1500
1000
500
0

PLA/Nonwoven PLA/Film PLA/Nonwoven PLA/Film

Three Point Bending

PLA FRONT BACK
JUN 4.8 NTINUVIILARINANTINAAOUAIINLTILTIHBNTAALUY 3 90 (Three Point Bending)

0.3.5 HANITVIAADUANULIWTIHOUTIRTIR (Peel Strength)

NNHANINAABUANLLT SO TR aTEvemeAmD S TsEneUT AT LU
Feflsifnlsimouasusufiduiituzuain PLA g Saantsmndeuuanadegud 4.9 arnuanudn
flsivinlaimesiAnmuudsussiousafefiiagavitiy 15.9 MPa uazusudldudaA iy 13.12
MPa ifleifisuiudmuiniilidnlsinediannuudussieusifaiitaganiunuiidudnidusosas
21.2 Wesnnilddnlsinesinnundugnsunazanududulogs msdnisossveaduladuly
othsBassuazviudouiuluidutug Wevihnistuguivihlhdewmindunsnidrlugiluddh
Lignlaneldfinindaenndasiunanisnaaeunisdusuiney drlidnlinedsuansArnin
udsuseraussiefiiagandnusuildy luvngdunuilduiinnnus o lifiveains ffemianis
FonFoasllufiamaionty dwmaldnmsBanigdussniadouminduasuriuiiduazdaiu
anginduiarousiuiidusitiy warliftesihdidonvindunsnidrlusuiiduld
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20

15.9
13.12

15

10

Peel Strength (MPa)

nonwoven film

JUT 4.9 N3 UYLARINANTYIAFRUAYINLTILTIHBUTIAINRT (Peel Strength)

4.4 NANINAHDUENUANIHFIUINGD
4.4.1 NANSNAAOUNNANUFIVINEIVDINBFUBTTIUTENBU

ATV UNIE M WINeIve eRlesTsUsnouieaussnedilsidnll
yIo uazUUUIER LSl Tnondosgansaminuulduas (OM) fdswenel 100 i
uansfisnsBafnfussrinsTanasuusiasdonedues

NN3UT 4.10 Yemedmesisuszneuiiasuussinlidnlinelduansianisdn
Anffuszvieinlaidnlaveduidenodwes lnenmuandiiufsdnunsvasiiionaduoinds
gnnsasinlidnlainesan fuanslusud 4.10 (a) wuindnuavesionedwesudsgniedilyl
dnlivosentuiidnunrinvius: ldifeu veidnsazaduvenduls Fainanmsiy
sUvasiliidnlainefifidnuvaznnsinsesivenduldass 13iane dulofinnsvivdeuduly
sndutug Jsdmalitiduiariganiulefoutuwiuiidy hividulduusnutuuengale
dudatuidenedwodlaenssdufnnisnasasaroduieifoatu luduvomediuesid
Usenoufliaiuussdneuduiidy uansfamsiafadussvinausiuiiduuandonediueiasnmay
wansliiiiufsdnuazuosindagnisisasnesandaainnsneasy fagud 4.10 (b) wui
SnuurvesiniloneduoiudugniieenidnvasFovaiuae daruiy uasduunduiiusng
vuiwendenedwesdadusunioafuuuinisindssvouniuiidu Al duTanasunss
dosmnusiuiduifduiarismnit ussdednsusfinveusuliduiifinudou Fuflevhnstu
sUnedwesifesznavisdwaliidonodmeiinsdudatuivesuduiiduldsni e
Wiguimeuriudlaidnlaine
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l

4.10 yusennaesganssmiiuuldias (OM) mdswenei 100 win
HuimedweslUszneuatuusweinliddnlive niwgnfusuieen

¥
a a

a.
b. WurnediesidesznaulaTuLsIgLHLTAL ndagniusuiiduesn
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unil 5
ATUNANITNARDILASUDLAUDLUE

MATeEldAnvNsTusUneAmesiBsUsznauiiaiuus s usiufiduuasenladnla)
v Fefanaiuusuanidenedweindnduianeinfeiu fenszumunsumsnameluaude
Fusu Tnglduiifmadrveaionaadin 2 fiems iefnudnumzmenisnmvesfagaiuuse
USuUgeanvAniana wdnhiandeszneuiiaiuussouiuil duni e ludnlainetian
L‘LJ'%‘EJULﬁwqmamﬁ’ﬁmwssm'iLﬁai%’LfﬁJuLmeﬂuﬂﬁﬂ%’wgq@mamﬁﬁmaﬂismiﬁumwaﬁLLa
ARNLBTA (Polylactic acid; PLA) Tu'gﬂLL‘UUm?ﬁugﬂé’ﬂwmmaﬂwaﬁL;J@%L%aﬂﬁsﬂau%amwﬁﬁw
MnYaniigesanelinsiinmiisimavindndnuariifliiatunsadutanuinfeiu Fay
wdmaden i Tunuitusy Tindululeda uasddldmuduianaiusdludusing q Tog
wansnaesausnagUldssdl

o/ 2 ¢ L2
5.1 RNaN1INAEDUINANLUVDIEN
RnuansadeusnanvalvesiagdunsmedeuiieBuduriauasnuaudRvesiand
THlun9viide nenanisvaaeunandliiiuinfanildlunistuguiierhandde Ussneusae
wuidy dlidnlane wasileuuningnlilunseuiunisia nuindevinisnaasuaudianig
v Y o a v ) = oA o o = o v oa Y
Auseudanns 3 vila Suluianfeiiude PLA lngdanns 3 daavasumadnlndlAgaiu
wazyhnsneaeudviinisinanudy Salndidesiuenarsusznaunmsiinduiaguiabieniu
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@& NatureWorks

Ingeo™ Biopolymer 6100D Technical Data Sheet

Fiber Melt Spinning

Ingeo biopolymer 81000, a MatureWorks
product, is a thermoplastic fiber-grade

resin denfved primarily from annually S i e ool =it

renewable resources. Available in pellet Specific Gravity (g/em®) 1.24 O7az

form, 81000 is designed for extrusion into | Relative Viscosin 31 D5225

mechanically drawn staple fibers or Melt Indes (g1l min at 210°C) 24 01238

continuous filament, using conventional Melt Density (glem?® at 230°C) 1.08

fiber spinning and drawing equipment. Glass Transition Temperature (°C) 55-80 D3417

E'm:ﬂfﬁ.ﬂfﬁﬁlﬁ:m Crystalline Melt Temperature ("C) 165-160 D3413

and higher dimensional stability is ¢ lypcal Exbey Pyoperies

required. Ingeo biopolymer 61000 can Denier per Filament (g/2000m) =0.5 dpf

be converted into a broad range of fiber Tenacity (g'd) 3.0:6.0 D2256/03822

products. See table for typical properties. Elongation (%) 10-70 D225a8/03822
Modulus (g/d) 55-85 D2256/0:3822

Applications Beiling Water Shrinkage (%) 3-10 D2102

Potential apglications for Ingeo Hot Air Shrinkage (% at 120°C.10 min) 210 D2102

biopatymer G100D include:
» Staple fiber

Monwovens

Agricuttural woven and nomwoven fabrics

Articles for household disposal

Texiles

Continucus filament — Textured and flat yams

Spunbond fabrics

Processing Information

(1) Typical propesties; not o be consiued 3 speciications.
{2) RV messiredat 1.0 gidL In chiomform at 30°C

35°C [-30°F] or lower, with an airflow rate of greater than 0.5
cfmibs per hour of resin throughput. To prevent maoisture
regain, the resin should not be exposed to atmosphenc
conditions after drying.

Food Packaging Status

Ingeo biopolymer 81000 will process on comventional
extrusion spinning and drawing equipment. Thorough
cleaning is required because PLA is mot compatible with a
wide varety of polymers.

Machine Configuration

General-purpose screws with LD ratios of 24:1 to 30:1 and
3:1 compression ratios are recommended.

However, screws with mixing sections or shallow metering
channels may overheat the melt at high screw speeds.
Typical melt spinning temperatures are 220-240°C. Like
PET., Ingeo §1000 requires either high filament velocity or
drawing and conirolled heat setting to control shrinkage.

Drying

In-line drying capabilities are essential to process Ingeo
Biopolymer 81000, which is supplied with maisture content
of less tham 0.040% (400 ppm). The recommended moisture
content to prevent viscosity degradation and potential loss of
properiies is less tham 0.005% (50 ppm). Typical drying
conditions are 4-8 hours at 80°C [176°F] at a dew point of —

Ing=0 and Me Ingeo logo are Tademarks or registerad trademarks In the USA and olher countries.

L5, Status

On January 3, 2002 FCM 000178 submitted by Nature\Works
LLC to FDA became effective. This effective notification is
part of list cumrently maintained on FDA's website at

http:/fweww.ida. govifood/ingredientspackaginglabeling/
packaginafeainotificationsidefault htm

This grade of Ingec biopolymer may thersfore be used in
food packaging matenals and, as such, is a permitted
component of such matenals pursuant fo section 201(s) of
the Federal, Drug, and Cosmetic Act, and Parts 182, 184,
and 186 of the Food Additive Regulations. All additives and
adjuncts contained in the referenced Ingeo biopolymer
fommulation meet the applicable sections of the Federal
Food, Drug, and Cosmefic Act. The finished polymer is
approved for all food types and B-H use conditions.

Migraticn testing for this product was done using rolled sheet
with an approximate thickmess of 0.020 inches. Depending
an the application, the surface area of a fiber article may
differ from the sheet sample tested. It is therefore the
responsibility of the manufacturer of the finished food-

Page o748
MWE1D0D_DS1E15W

gih?i 2.4 onansniamaila Technical Data Sheet (TDS) PLA 2003D
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@ NatureWorks

Ingeo™ Biopolymer 3251D Technical Data Sheet

Injection Molding Process Guide

Typical Material & Application Properties
SN ool Material & Aoplication Properties |

injection melding applications. This HrpamlProp&diE Ingeo 32510 ASTM Method
polymer grade has a higher malt fiow Specific Gravity 1.24 o7z
capability than other Ingeo resin grades MFR., g/10 min (210°C, 2_18kg) B0 D1238
currently in the marketplace. The highar MFR. /10 min {190°C, 2.18kg) 35 D1238
flow capakbility allows for easier molding Relative Viscosity 25
F’f_mi'?“"a"e:jd_m“f*- Itis d_egﬂ":;f; Crystaliine Melt Temperature (°C) 155170 03418
infection melding applicatians, 3" | Glass Transition Temperature (°C) 5560 Da418
and opague, requiring high gloss, UV -
resistance and stifiness. Clarity Transparent
Mechanical Properties

Processing Information Tensile Yield Strengéh. psi (MPa) 0,000 (62) D638

] Tensile Elongation, % 3.5 [alix -]
Ingeo b;:dp”r’me’ 325"_”3 :J"_" t:m Notched lzod Impact, fbfin (Jim) 0.3 (186) D256
proces: on comieniional mj on
mokding equipment. The mateial is stable Flesaural mmh {MPa) 15,700 (108) D7e0
in the molten state, provided that the Nw lznd Impact, fi-dbdin {L'm) 03186} D256
drying procedures are followed. Mold fiow | Heat Distortion Temperate (°C) 55 E2002

is highly dependent on melt temperature. Maote: These are GLaring poirts and may need 10 be ootimized.
In order to control melt temperature, it is

recommended to balance screw speed, back pressure, amd Processing Temperature Profile

E:toe-ss temperature. Injection speed should be medium to Melt Temp. IT0-410°F 18821080
) Feed Throat TO°F 20°C
Process Details Feed Temp. 330-350°F 168-177*C
Comprassion e
Startup and Shutdown Section e0-280eF 182-1
Ingeo biopolymer 32510 is not compatible with a wide Metering Section 370-400°F 188-205°C
variety of other resins, and special purging sequences Nozzle 370-400°F 138-205°C
should be followed: Mold 7EE 2590
1. Clean extruder and bring temperatures to steady state 5 3 100-200
with low viscosity, general purpose polysiyrens or AR D0 rF-m
pelypropylens. =, il
{ £GR Mold Shrinkage /004 infin. +/-.001
2. Vacuum out hopper system fo avoid contamination.
Introduce Ingeo biopolymer inte the exdnuder at the
operating conditions used in step one.
4. Onee Ingeo biopalymer has purged, reduce bamel
temperatures io desired st points.
5. At shutdown, purge machine with high wiscosity
polystyrene or palypropylens.
Page 1 074
Ingea and Me Inged logo are Fademarks or regisienad fademarnks n the USA and offer counties. MWE251D_D5 131591
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Ingeo™ Biopolymer 2003D Technical Data Sheet

For Fresh Food Packaging and Food Serviceware

Ingeo biopolymer 20020, a NatureWorks
LLC product, is a thermoplastic resin

Twvpical Material & Application Properties

derived from annually renewable FIrpnalethE Ingeo 20030 ASTM Method
resources and is specifically designed for | Specific Gravity 1.24 D72
use in fresh food packaging and food MFR., g/10 min (210°C, 2_18kg) i} D238
senviceware applications. Ingeo Clarity Transparent
biopolymer 20030 is a transparent Mechanical Properties
9‘:;:”’3:"”?“ E"‘“”::;H'?fge ‘h;:d Tensile Strength @ Break, psi (MPa) 7,700 (53) Deaz
u naturally or as p a formul - -
Blend. This s a high moleculsr weight Ten5!le ield S‘trengﬂ'.l. psi (MPa) 8,700 (80) Daa2
biopolymer grads that processes sasily Tensile MCdLﬂLE.. kpsi (GPa) 500 (3.5) Daaz
on conventional extrusion equipmant. Tensile Elongation. % aa D28z
Extruded roll stock is readily MNotched lzod Impact, fi-{biin (J'm) 0.3 (18) D256
themoformable. See table at right for Shrinkage is similar o PET &
properties. Heat Distortion Temperature [*C) 55 E2082
o {1} Typical propertas; not to be consTuEd 35 spacifications.
Applications {2) Fedar bo Ingen blopolymer Sheet Exinuslon Processing Gulde
Paotential applications for Ingeo = P
biopalymer 20030 include: Processing Temperature Profile
» Dairy containers Melt Temperature 410°F 210°C
# Food servicewars Feed Throat 113°F 45°C
Transparent food containers Feed Temperaturs 355°F 180°C
»  Hinged-ware Compression ITEF 180°C
* Cold drink cups Section
Metering Section 380°F 200°C
Processing Information Adapter 280 200G
] - ] - Die 37T5PF 190°C
Ingeo biopolymer 20030 is easily processed on conventional Screw Speed 20-100 rpm

extrusion equipment. The material is stable in the molten
state, provided that the drying procedures are followed. More
detailed recommendations and processing reguirements are
found in the Ingeo biopolymer sheet exarusion processing
guide, the punging technical data sheet, and the drying and
crystallizing processing guide, all of which can be found at
wwwnatureworksllc. com.

Machine Configuration

Ingeo biopolymer 20030 will process an conventional
extrusion machinery with the following equipment: General
purpose screw with /D ratios from 24-1 to 32:1 and
compression ratio of 2.5:1 to 3:1. Smooth barmels are
recommended.

Process Details

Startup and Shutdown

Ingeo biopolymer 20030 is not compatible with a wide variaty
of commodity resins, and special purging sequences should
be followed:

Ingea and e Inges logo are frademarks of reglstenad irademarks In the LUSA and oihes countries.

(1) Thege are starting pams and may nesd o be opmizsd,

1. Cl=an exiruder and bring temperatures to steady state
with low viscosity, general purpose polystyrene or
polypropylene.

2. Wacuum out hopper system to avoid contamination.

3. Introduce Ingeo biopolymers into the extruder at the
operating condifions used in Step 1.

4. Once Ingeo biopolymer has purged, reduce barrel
temperatures to desired set points.

5. At shutdown, purge machine with high viscosity
polystyrene or polypropylene.

Drying

In-line drying may be required. A moisture content of less
than 0.025% (250 ppm) is recommended to prevent viscosity
degradation. Typical drying conditions for crystallized
granules are 2 hours at 185°F (B0%C) or to 3 dew point of -
40°F [-407C), airflow rate of greater than 0.5 ofmflbs per hour
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9.2 ANSNAFBUANUANINNIENTNYDINDALUDSIBIUTENBU

HANsNAFRUANTRINMEA NvRINeAweSITIUTENoU TanltaSuusansiidy was
rnlaiiinlive Waduavduandlunisiei 0.1, ¥.2, v.3 audiu

M13197 V.1 UAAIHANITNAARUIAAIUNUIVDI TARLETULS

Materials  point 1(mm) point 2(mm) point 3(mm) point 4(mm) point 5(mm)

Nonwoven 0.505 0.504 0.508 0.508 0.501
Film 0.129 0.130 0.130 0.131 0.134

IHI o 901 v
AN V.2 LAAINANITNAFDUINANNYUILAZUINUNNINTYIU (Gram Per Square Metre)

sample Film Nonwoven
1 1.88 1.58
2 1.89 1.58
3 1.93 1.58
4 1.94 1.59
5 1.94 1.59
6 1.95 1.59
7 1.95 1.62
8 1495 1.62
9 1.97 1.62
10 1.98 1.63
11 1.98 1.64
12 1.99 1.64
Average 1.95 1.61
S.D. 0.03 0.02

A151991 0.3 LLﬂﬁ]x‘iNﬁﬂ’liV]@ﬁ@UﬂTﬁJLL%x‘iﬁa’J

Materials Average S.D.
PLA100% 98.79 1.47
nonwoven 100.5 4.83

FRONT
film 94.98 4.1
nonwoven 96.72 1.33

BACK
film 99.12 1.24

92



9.3 NISNAFBUANUANIINAVINDALUBSBIUSENOU
NANNSNAABUALURNIINAVDINDALUDSLTIUTENOUMLETULSININAY wazkludnline
LTIFLAVAILEAILUANTIIN V.4, V.5, V.6, V.7 WAy 9.8 AIUAIRU

A13197 V.4 UARINANIINAADUAIULTIL IO TRV TAAIES UL

Sample Film Nonwoven
1 48.4 34.4
2 45.2 33.9
3 45.2 29.2
a4 41.6 324
5 41 32.7
Average 44.28 32.5
S.D. 3.03 2.87

A15190 0.5 LAAINANIINAGDUANLTIILTIRBLTIRS (Tensile Strength)

Sample Modulus (MPA) S.D. Yield Stress (MPa) S.D.
PLA100% 1236 30.5 33.82 2.38
Nonwoven 2430 83.67 35.58 3.3
Film 2428 74.63 34.54 2.52

M99 0.6 LAAINANITNARDUANUNUNIUABLIINTZUNA (IZod Impact)

Materials Izod Impact Testing S.D.
PLA 100% 51.02 8.49
Nonwoven 47.26 3.7

Film 50.33 3.84

A1397 V.7 UARINANIINAFDUALLTIILIIHONITAALUY 3 9 (Three Point Bending)

Materials Modulus (MPa) S.D. Ultimate force (N) S.D.
PLA100% 3238 64.58 92.48 3.84
Nonwoven 2576 575.7 78.02 9.81

FRONT
Film 2916 a72.1 82.82 8.43
Nonwoven 3000 68.92 85.48 9.31

BACK
Film 3098 84.08 88.38 12.24
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A15197 9.8 LANINANIINAGDUAULTILTIABLIIRITRT (Peel Strength)

Tensile Strength (MPa)

Sample )
Nonwoven Film
1 15.4 12.9
2 15.8 15.4
3 15.8 10.9
4 16.6 11.2
5 15.9 15.2
Average 159 13.12
S.D. 0.44 2.13
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