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M1519% 1 Yan19n13AveY TPS auuseminan ©

Company Trade name
Biop Biopar
Biotec BIOPLAST
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Company Trade name
Cardia Bioplastic Cardia Biohybrid™
Cerestech Cereloy™
ENSO Plastics ENSO RENEW RTP™
Franplast Chemiton®
Futuramat Bioceres®
Glycan Biotechnology Cellulose (Glycan)
Grabio Grabio
Green Dot Terratek®
Heppe Biomaterial SARAH
Inter Aneka Lestari Kimia ENVIPLAST®
Japan Corn Starch Cornpole
Kingfa Ecopond
Nexus Resin Nexus
Parsa Polymer Sharif ParsaBio
Resirene Biorene®
SHOWA DENKO Bionelle Starcla™
Teknor Apex Terraloy™

2. nszuAUNsTUIURBAS T

TPS a1unsndusudemaiianisdusuauiidenldfunarafiniindnaintlnsiden 1oy
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wodlwely esninamiviinnlisundasaisnmg faruniings dnssemevoninly
sgrienstusUiasinilnsinaadusgisnni™ dduidlituume fuusaudlonstuguaes
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lansondagnunuiidhevyloamosiardimes manauansviuwedwesiliveutn (Fu neduanin
Ladn (Polylactic acid: PLA), wodn1lusuanlau (Polycaprolactone: PCL) v3aigaglas) N5y
Tawodiesvesansonsivinediuesfliveuth uagnsuauamsviuiaadunlufionssutands
Usgnauuluanisyt”

n138a3a (Extrusion) Lumafiafildfusnfigadmiunisiugy TPS ilesannldléddty
wodwoifflenuniings luaneilifidinazats anneildlunistusulaenisdnatunsn
Uuiasuldlutaeniie iy 0-500 atm uag 70-500 psAwaiea uenaniinategluniosuas
seiumananvesianlunszuunssndaannsomuauldnudesnisuavannsodaanldnarads
(Multiple-injection)® usnainiinsruaunisdnindaunsaldsuiumainsug toun n1saadn
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2.1 nszUrUMsSRAAILUANN (Injection molding)

TPS annsntugUlddemaiinnisdniugy Sudunedafifdusyansnmunitan 1nansusd
fsunssanufifuazdudou uimedaifaududeulunisuumsfimesTfivazan olild
wAnfauaiislansamuzansonsiluldou Tnewisfiwesiddey Toua anmslunisindeud
Y8an3 (Screw speed) gauniiveuisa mUAUlUNTAA (Injection pressure) TeeslIaIazAIY
#ugh (Holding pressure) aTlun1svilifus (Cooling time) guungiiutifind sULUUTTUUVEDIBY
wiifis (Mold cooling line layout) wazlaseaiisvosuwsifind (sUuUUMIIsveswaradin (Runner
layout)) iauagsumiswesniadivematainuaou (Gate) Tassadrsivosuldluseminenistugy
Juegfumafimevesnszuiunsdadiudfiuivas fuiimuaaudiaaineveswansuside wu
autAdang ueulelensed magaduautu mavad Husy®

AuauresgULazilaidunsldiurosmansusiduasideanislunistugy lng
AN S0l 59u6n (Sink) M (Shrinkage) atada (Warpage) iiesnniinaseautfwasnisld
U N3N Ve Visesedvewmdndueienaniluldlagnseeniuuniiinsinazyumsfimesiy
nstugU iy

WAnSuTTERIN TPS awgaduviegndsthiuegfuauduluonia ddumninieanis
wanfausiftuauiuey M3tugUuuudndnudfisimehiiviinueaduasgavomatainluses
fadesusuanmesegenouthludntugy Wetugd TPS flenuduinnazdsualinandusisouayas
¢ 1osnniAnnissemereninlussnrinientstugy lumanssfudrud iinaeutusasdealy
wanSost deuanmvnanudouluseninnistusuuasuandadesaniinisgainiiodiguiinm
AuTUANRE

M19199 2 Megwan1eldluns@aiudiiuiivedugy TPS 1Y

Processing parameters Value Unit

Injection molding parameters

Injection volume aq cm
Injection pressure 1400 bar
Switch over point 12 cm’
Injection rate 50 cm?/s
Holding pressure VARIED (600-1000) bar
Holding pressure 20 S
Cooling time 15 S

Zone temperatures

1. Zone 110 °C

2.Zone 115 °C

3.Zone 120 °C

4. Zone 125 °C

5.Zone 130 °C

Mould temperature 25 °C
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2.2 nazuaun1atriugy (Blow molding)

msihflduansnsavildlaenisaeiniesdninfunmeidiidufianinsaniuaugaumgiils uay
yeAoeLTldy (Film-blowing tower) fiflgnnamiiuIauazgnnasihuiv aruswesgnnishulf
wazaudulufidunisignusuifielinssuiunstusuiamates" ! fedmsdanluniativeny
(Blow-up ratio) 1nni1 2 wagldnansamiiduiisiauaiwaudesnis Jagithuilnduiidusod
mnuviiagnefiagesunaradnlneseoniilessnunainmeneusudulunszuiunsdnia ™2 an
sATeRi s muiilenuvilaganindingd weslunarafnansvesddnvuzudniuluioy
vgnesluszrinmaiuasfaglidnwussgiivinugnnamiluia uenandaumiagedsdma
sonesaluadosdaianaziinliauduaeifintuegrsdaay ildnssuaunmadiidurinldonn
Tunsasafudrudanumiadniuly fufvesaniigndninaiidnumeimieafia (Sticky) dsualy
flduAnfudugosiu (Double-walled film) uazusnsandinfusniileriugnnamiiuia mawifldy
figuvnfigaannianiifienaminduazussnoufeonaradnlawesuiinannnoraviliAnnsvesu
Wosemeluianvaeunayiaguinluseninanishsie

mshilasimeslumanananmsfinaradnluvesndiwesoauiuna 25 Wesidud anunsasila
di3e oghdlsfnufiduilifsnvunninfntudeiugnnimiuisuas liannsousndusonaniu
1o saaziuldainamaiendes SEM autfvesiidumesiunarafnanisvaiusausulsalalaenis
Falalagu Anudunuusai wazteniavesds vesidumeslunarafnansufindulugag 8-97
Wosidud uay 40-154 Wosidudt suddy eidalalneuyiinm 0.37-1.45 Wedidud silua
nMsnesuiuselalausenisluanaanisvwazlalnseiu

venaniimaiulelaseudmisuiulssenaissvessrurun s gy uasyh L Fdu S
ATAMLIANAY wargaduthanasiie danmaiulalasuashlisuiidudanimowa™ nsdnEes
Fudunszurunsfiddguiiluseninanishildy augddeves Fishman (2006) wuiinsasly 2
fammafiAndunientu (MedaFosilu 2 fiam) lussriama il didudtaudidana
Tn&isstuiis 2 fimns wnsannnszuaunisdaidesialufianadien deaud@lufionisnisfoues
fAM199719LA3 098 nTuANA1I NN AnEITaaas Halley (2006) waz McGlashan waz Halley
(2003 IAnwnsnesiidunniandeussneuansy/medieames/uluinad faussnuygs
fhenszuuMIsainuazm s iiduilinll augdsenuimaiunaduouvinesalsluidaudsee
ansdviasadlulutaguananiiy/modloamoidrelimautssuamnsovhldinetu lindanuanas uay
nszvIumsdiaTnaiosnnty JandasznevululiAnlvbileldgumgfiniegads 150 °C nisidia
punnlumstugulviasiuagtsananuniinvesTanuluan suilfamsouussuldietu sy
fanudasznovuiluiindeldfidnuuslasandudeaieatunniu Saunsoosugldainuaresnis
§U (Trap) wanadnlogesfianunsaszmeliionlilulassadwennaduaynsuiienisinvendnly
wlansvinligusa

M19199 3 Megwanieildlunssuiumsidiaugy TpS

Processing parameters Value Unit

Single screw speed extruder
L/D ratio 30 -
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Processing parameters Value Unit
Screw diameter 25 mm
Zone temperatures in barrel
1. Zone 130 °C
2.Z0ne 140 °C
3.Zone 140 °C
4. Zone 140 °C
Die temperature 150 °C
Film-blowing
Screw speed 35-45 rpm
Nip roll speed 3 rpm

2.3 NITUIUNITVABNBAIATN/NAM (Sheet/Film Extrusion)

nsudndnuariidaulaonisdaindumaiafiieuaslinutuegnaniswns mstuguiildlag
nsldieTesdninuuvansafiiiianie noufndeunssaifiuivdmivnaivanuasyfuuss
nsdnideaiveduananediues lunsdniauuuiunouieansitaudialadarainazgndn
siumeifiowe sundndasiinriefiduimaian1sdaindn/Aiduuuy 2 funulituneudal luduney
usn¥anuanansvgndinluriosdainuuuansdfiodudunatain andudunanadinitldgnyils
wdasuazusis Aouualiiduns wdhlusadudv/Aidulaerdesdndauuuangiiediisotuineg
fordsvain1stusuitenisdaiauuuanstuneunialdinaunnlunstugy willdefdoarunsnsléd
feuazdanuiaiiosnnnd iWessnmnuannsalunsuaniinnuduneluedossniauuuansiien
astaldliFruTanuuuanisvdaiinmamilngauaziamuamisnlunsudssuan anumunvesian
ansnaualdlasn1suunssenvesiane fauisannsoduandedasigaieldiuduin
ERNIGH

NITUIUNMIINIATIVITONAUVOITANgWanSyausavi ialaenskauTngAvanisuivansisy
usisuazmanamnluieesiuy LﬁaLﬁmmmmmmhmi%u@LL@%U%’U@MM’@%JNE@;"W’WVT Waesn
lweifitesldinniianfe tuwssnfiwesen (wenaniléfimadmaradnluwesudnduunlfiiel sl
waafsiftasaldanldnainuatsiu augideves Thuwall (20061 I8l arsudedengeels
Sanalnsiuesiiieananumiefinvesianiuasiiieandgyninisiinnisgaduuiinaiine
venaniléinsliindviuioannumiavesandey iesniinviusiiminluanam adedn
LodnuaznodlefdulnanoaldgninnldifieusulsmeAnssunisivavesanfuauiy

AM38n3AsIuMAnETY (Multilayer co-extrusion) Wudnmandsildlunsinioudnndofida
weslumanafnanvanunsognarfiuniunedwe siuanaaglinisdanm Weudulgantidna
mnuih mstlestumsBusiuveseeniauremantasiniousuld ndnsusivardmaziunisiily
Usggnaldiiuussadasionnsuassdnfusiifléaduioaiis nsdadasruuvuandugninluldly
9AEMNTIN NITUIUNTSAIRTUsEnaUlUMe LA esdalauuuangiAeasiuru 2 ¢ fausndimu
msdnInduanisvisegimilunazdnddmiunissnintunedmeifuuen wolloamasuanaansld
9T LU PCL. PLA edloawafiolud PBSA! deanrunlfiduiidudunen amnuunndisues
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ananinenaviliiAnauliiafssvesnisinavesmodiuesuazauliiafiossewinaiufia vinls
Furuinmadesuiidnuagadeadussrineiuinvemediues 2 ¥iin edtuegfuanuduidoud
Uinniuihdutaserinemediued 2 viln
mMsinessvesiagwodimesianuddnlunsivunguanifivesiiduviedndsdndusie
nstilgnulugnainnssusigg Ineawideves Yu uag Cristie (2005 lafnwinavanisinies
wluiimnafearelassairsluseiulilasuazantfdnavesamistninawanailedndsnsduue
laaueilamafuunniieiu venaniwusylalanaunaslassadslussdululasfilefasinasnn
voswoilaunafudnurmsiniissivesasldnediues uenanifmuiinmsindositediuis
uenALATANLLATEA  9ATIN TuRiAanLLURY udanszeBavesianlngliannzogisbesreyin

Tuien19r1190AI999Nana98E 19T

A15199 4 freg9an1LRlTlunsEUIUNITRaaUDRIATN/Nay TPS 117

Processing parameters Value Unit

Twin screw extruder with a calender

Screw diameter 20 mm
L/D 35

Screw speed 100 rpm
Feed speed 30 rpm

Zone temperatures

1. Zone 100 °C
2.Zone 170 °C
3.Zone 170 °C
4.Zone 170 °C
5. Zone 175 °C

Distance between the
0.8 mm
calendar roll

2.4 n1s9n3nlwu (Foaming extrusion) ™
ns8n3aliugnldinnlunsndnfanmenisussatunszunn wdnnsudslnlngistedonds
ndumIkaRIULAEIUsEINNNEINTOU MIdRialnuaunsovildlasnslfiedossniauuuangiie ue
nsdninlaeldindessndauvuansg fuiifeumnnnit ilesnlouingiuuazaiun ugumgiiliie
i1 wenanilnanasegluedosnuniuazusadouinnnd duwanainazgnudesiudame (Die
nozzel) Mntugndaliitiarmemmudesnsingliiedosiauuunyuiinuunihmereuniosdnia
Tnslufandunszunniadouanamisinlnauians fedsnisdainneldaningdumg
(wsadougsvidegamniunfisage) uiantRiBanauazantBinienenniladiliduiinela lnsiaws
anivuofinndaduanifnoameiiliveuihsgninunlfidutngivlunisnantag funszunni
wienlnenmssainiioanmnuanusolumsayaien
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N13NINNENAINI5EAIA (Post extrusion treatments) @1unsausulgsaudAnIINIgnINLAL
audABenavesindamianvingld 1wy n1sldinTes Atmospheric pressure cooker Tunslwlown
fulruamivuofinn-dulefiwiouldannissnia lunssurumsiidunanaingnindlivunzings
LilFdusfaduilngnss ntuiiienusuussena Wuna 2 uift warengamgiasigamniives
vaeelidunan 1 unit udhilaieludn 2 unit Tnuamivwedinm-dulesssunanlailassarsead
AdeUnsIINIADY Seimsfuiiguuasuansafdinafituniendinsie uenaindmanszated
vossadinuahianennhlnufunszunniindeananivieidaiudnge

g ilunisuussudsnasieandivosnansusitunssunn gumginisudsguiidnaululsl
wngandniunniuruavesad TuraefigungigafuluagiliiAansgadeniuiunnnly
sEmiamsvenes Tsaesanunsaliliensdunsuenes (Expansion ratio, ER) #1 waznans ]
ldfausRutuazneg egndlsinutisgungilumsulssuiuneauiuegfugnsuazaniazns
9n3n AMzITEVRY Nabar (2006) " wuidnsdrunisveneiiganvesanisyinilnnvinlansend
Insfanifiueflaaudunaguiniufiguugfinisasutag 100-110 °C luvniedl Cha wazamy
(2001 wuhdnsndumsueneiigegadiuivamivdnadvinlensendinsianfniuiigumnd
140 °C wonaniin1sdnIalnudsdeantssuuuuvesansiiiniseenuuulviusudougs esain
wanadnloiweduvesamivdedlindsnumiuiounasndanuna (uguvesusadon) ilovlesuian
vapueslunaain Sausnisannarainilufidesnniiesgumgiiievas fanwitiu

A15199 5 fregnean1enlglunssuIunsonsaliy TPS &0

Processing parameters Value Unit

Foam extrusion by twin screw extruder

L/D 32:1

Diameter of single die 2 mm
Screw speed 500 rom

Zone temperatures

1. Zone 27 °C
2.Zone 27 °C
3.Zone 50 °C
4.Zone 70 °C
5. Zone 80 °C
6. Zone 90 °C
7. Zone 130 °C
8. Zone 130 °C
DI water injected with a

triple piston pump 028 Ke/h
Moisture content 13.2-15.1 %
wninenaswmaluladnwszasundmssuasivie undi 17 weslunanafinan§y (Thermoplastic starch)
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2.5 ASTUIUNIINABARIBAIUSDU (Compression molding)
nstugdlnglénszuaunisnadadennudeuldlinsnweganiendunisiulddu
wafian1stugy TPS Tnslanzegisbsdmiunsilulfifunisusussqussiani delnesialy
Aertestuleadlueduvesanidy msverefwagmaiiuis dunaulugasuenainag Usnause
anstenaAnaAlusiuig Sududesdiarsislantunueenanudfiss (Mold release) 1w
uiniiBouaiieisn vioadeinuedndnme ietosiunsinvosanmiuiuusfis
nsvirlsineslaenisseida (Explosion puffing) Wuwmadia@ildlunisudnlnuanisvfuun
p1ulaendnaningivaniseiifiannududl feg1avesnssuiunisi denisvidounesy
mssnnmdatrinafstulpesssumAndgumgivssata 177 °C luanmgiidarududios 10-15
Woedldud iilelviduunnsunniign (Hosney et al., 1983) msvinliiwaslasnsszidnanusananlvi
amfvifinuvuinduiaiglutisamaisiund egnslsinunuauifveddnudladslaiduiun
Wala
BidhouazlidudeudnisnilsdmiunimdaussgdausivszanlvluanisvAemaianisey
(Baking technique) Bsadnefumaiiafilddmiumavhdniiues Janadeutilafifinnuduuinm
70-80 Wosifuduaziviinasuuauilunduudfssifignliauteu andulethiignadsdulee
mm%w‘?iﬁiuimﬁmﬁﬁﬁLﬁumivj (Blowing agent) tlaas1sluly ‘U‘%ummm%qwaﬂmﬁﬂﬁﬁaﬂ%
narlunstugunniu Wssan 12 wif) deFeuifisufunardlddmiunsmannsusussg
Ussiamlrlmnwedmedily egnlsfinuuiinalethiiunifululufedwhlhAndesinmaonii
Faun3nduaslvi amﬁ’amawﬁmﬁmsﬁam%%ﬁw%mimﬁ%miauﬁﬁuagﬁ’uﬂ‘%mmmm%u LKIRE
anfeuazansifuudsiililugnsln
uonanilaRnswssvanialnenislinsruaunssndsauiu-nmsszde (Compression-
explosion process) *quﬁuamﬁﬁugﬂﬂmé’miuLLajﬁuﬁﬁQﬂlﬁmm%auﬁqmmﬁ 230 °C nelensedu
gausliium (Clamping force) 3.5 MPa 1utaa1 10 3wl mﬂﬁ?w,mgﬂﬂa@Udaﬂﬁﬂﬁi’ammaé’hL“fJu
Tnly Bsoraifuresinsusdmrauifuifiuned viafiudorinsasuifun W dtuegfudTun
auduresingiu fefvesisnsiiie aunsandslvuamsvfifandfidnawazandinianisnin
TndiRestuussesnsiemnsafisminedemndydily

A5199 6 A28819EN1IENLTIUNTEUIUNITNADANIEAINNSDUTRY TPS 1

Processing parameters Value Unit
Temperature 160 °C
Pressure 40 tonness

2.6 N13dAIALULTWANYIW (Reactive extrusion : REX)™

RERFIMNTRGRIGT Lﬁuﬂssmuﬂmﬁﬂﬂﬁﬁ%mLLﬁxﬂiWWﬂﬁ%@UﬁLﬁﬂ%quLaawLﬁmﬁ’u
Jaumnsnsinmeatiadug malulaBldgniaundunfiusnlugimmsseil 1980 Taed¥agUszasdvan
ednuuswodiesdunsiey ulf REX Wumedeideudrslvsldmiunsdauusansy wildsuana
aulalunai o Wesniided fe amdudauusmaadiléainnssuiums REX fauiindu
uaznefunsszendldlugramnssuildlvomsuasiiunumanndulugaamnssa lesann
psAUsznevvesHAndueidunoduganlsdianinsaunnaanslinisdinnuagnisuesnisniuan
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wdnfusiniuszansnmgauazdunue lusfniedessadauvuangifergnliunlunissninanie
ognslsfnulutiagiuedessaiauuvansaienldinnfigadmiunsdauusanielussuu REX szuv
ReX Taeviluusznauluse (1) daudeuanis Afeseenuuuiduanggiteliausamanisvasly
Turdosdnialdios (2) Yudsiusnimihiituasesidmiunisdaudsamsy (3) Dudsiaitaosi
uihiithdsasediievilvsruuiwoniivilunan d/autuasgnivdsuduleaeluuifisalouas
Aumsihutesansluidondassuiseinia andtuarouiusvesanvanutsaazaretils dey
dumanamniignsnineansnIagavinliusislaenisiin?

xwa'gu&[mmmusﬂamwmammﬂ REX aevilleinnstausindusyansamgeuasilaudaia
Juioifisuiunssuiunisnada mmawmumwmmgﬂimwaaLma"LiLszjsuul,wunsﬁwsuaqamﬂa
lulnsdvuaniindnlneannsnfeduldnielussesnamaisui dunssuiunsdaiauuuanss
wuusieifles wagldasavanowinuenlaflenluimsm (Ceric ammonium nitrate) 1uasisuufAzen
Uszlani3sifa (Free radical initiator) misﬁug‘dami‘%ﬁwmﬂﬁﬂﬁﬁaﬂdﬂﬂizmummwﬁﬂﬂéﬁa
THaunuds 2 $lus

= a

REX LilummﬂmmmL‘Uulﬂlmmmﬂﬁ ANS A NlIUNTARWUSARISY LA EINTONANNAR U

=

anSviiiauiRnty eenslsfinig REX mlaLaaﬂamimlumﬂﬁﬁ%mmmﬂmﬂuwmaaﬂ‘waau g

[

Mdnansiuniunedsnainedldanldiness

A5199 7 §79871980 1Nl UNTZUIUNITOATARUUS LanTiNvay TPS 22

Processing parameters Value Unit

Twin screw co-rotating

L/D a2
Screw diameter 30 mm
A cylindrical filament die 2.7 mm
Screw speed 120 rom
Zone temperatures
1. Zone 15 °C
2.Zone 95 °C
3.Zone 125 °C
4.Zone 145 °C
5. Zone 160 °C
6. Zone 165 °C
7. Zone 165 °C
8. Zone 165 °C
9. Zone 150 °C
10. Zone 145 °C
Melt temperature 153 °C
wninenaswmaluladnwszasundmssuasivie undi 17 weslunanafinan§y (Thermoplastic starch)
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3. USEVENAALAzInIUNY
3.1 USENENER TPS
3.1.1 melutsewelng ldnugudn TPS meluuseme

3.1.2 $9UTENA WEAASHIAISIN 8

M19199 8 S8 USTENENGN TPS lusauseine

Manufacturers Address Contact Country Website
EPFL-SV-PTECH-BIOP
. , +41 (0) 21 ‘
Biop Station 15 Switzerland | http://biop.epfl.ch/
693 96 18
CH-1015 Lausanne
BIOTEC GmbH & Co.
KG Werner-
) . +49 2822 http://www.biotec.d
Biotec Heisenberg-Strafie 32 Germany _
. 92510 e/bioplast
D-46446 Emmerich am
Rhein
Unit 6, 205-211
Cardia Forster Road +86 25 http://www.cardiabi
Australia
Bioplastic Mount Waverley, 5272 8473 oplastics.com/
Victoria 3149
Pavillion J.A.
Bombardier, 5155 +1-514-
Cerestech Canada http://cerestech.ca/
Decelles Avenue, 893-2089
Montréal, QC H3T 2B1
866-936-
4710 E. Falcon Dr.
_ , 3676 http://www.ensopla
ENSO Plastics Suite 220 USA
602-639- stics.com/
Mesa, AZ 85215
4228
3.2 USEngindmvng TPS
3.2.1 meludszmelng ldwugdadming TPS meludseinalvey
3.2.2 9UTENA WARIRIRITIT 9
M519fl 9 eTousemiindiming TPS srsUseine
Manufacturers Address Contact Country Website
Unit 6, 205-211
Cardia Forster Road +86 25 . http://www.cardiabi
Australia
Bioplastic Mount Waverley, 5272 8473 oplastics.com/
Victoria 3149
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Manufacturers Address Contact Country Website
BIOTEC GmbH & Co.
KG Werner-
) , +49 2822 http://www.biotec.d
Biotec Heisenberg-Strafle 32 Germany ,
. 92510 e/bioplast
D-46446 Emmerich am
Rhein
Pavillion J.A.
Bombardier, 5155 +1-514-
Cerestech Canada http://cerestech.ca/
Decelles Avenue, 893-2089

Montréal, QC H3T 2B1
EPFL-SV-PTECH-BIOP
+41 (0) 21

Biop Station 15 Switzerland | http://biop.epfl.ch/
693 96 18
CH-1015 Lausanne

866-936-
4710 E. Falcon Dr.
. . 3676 http://www.ensopla
ENSO Plastics Suite 220 USA _
602-639- stics.com/
Mesa, AZ 85215
4228

4. nmailuyszanald TPS Tuanavnssu

7ps Iigninluldnuludsgnamnssuiuinniuidosndutaniiannsadesaargldnig
539071 Tngauiilutszendlddninaiduussade wu uwiuiidy vio wiudn Sawsntiluiy
sUsenszuIuNsmesTunesils (Thermoforming) BsasyinlildinanAnsidgusrsmuiifiosnns TPS
wnzfumshlUldfuussysuridmiunandasiiui esminasAenisuaniudsuamutiusswing
vsseSeifundndet uonaind TPS légnihuwdndulnufieanusinszunnuazdaatulaily
wansasanglufansuandinld TP amnsehanldiutagdmiviussesueiidesainainsades
aaneldmesssumdnezdulinsivaandon

4.1 PAFEMNTIUNITNEAT
= = wa A & ' v a v ya o a &
Wewnn TPS daudingaanuduuasdosanalanieessuyid sladnisin TPS Tundnlugs

ldle nsvanrgldduldl (Plant pots) WauAquuel1 (Biodegradable mulch film) t@111dn (Stakes)
dounsIu

AN 4 FIDE1HANNUNNINITINYATANERNINNTPS P42
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gatdle
nsvaslanulel
Waumquvie)
GRGH
dounsu

U
U

o e e 2he 2

U

2,

UAENILUIUNNT
UAENILTUIUNNT

UAENITLUIUNT

3
Y
3
Y
WUMENTEUIUNIS
3
Y
WUMENIEUIUNIS

A5199 10 wanadegauTRTueL TPS (Cardia Compostable B-F)

Blow film extrusion
Injection molding
Sheet extrusion
Extrusion

Injection molding

Properties Test method Value Unit
Melt Flow Index ASTM D -1238 2 8/ 10 min
(150 °C / 5 kg)
Density ASTM D-792 1.2 g/cm3
Melting Temperature Range ASTM D-3418 90 - 130 deg. C
Moisture Content Internal 0.45 %
Tensile strength at yield ASTM D-882 > 20 MPa
Tensile strength at break ASTM D-882 > 15 MPa
Elongation at break ASTM D-882 > 500 % at low strain rates
Impact Resistance-Dart Test ASTM D-1709 0.25 kg
Tear propagation ASTM D-1922 29 Newton
Oxygen Transmission Rate ASTM F-1927 1175 (cc/m2/day)
Water Vapour Transmission Rate ASTM F-1927 550 (g/m2/day)

4.2 YNFEMNTINUITIAAUIN
TPS dlnaylagnianldndnduegaloun a1n van 08 U fou dou g

AN 5 F819UTT N INERIN TPS 202728

YU dou
219

279

U

04

9

¢

wiIneaemnAlulagnsTaaunaINsTUASIWILe

[

JUSUMNTZUIUNIT
JUSUMBNTZUIUNIS
JUSUMNTZUIUNIT

Ju

JUSUMBNTZUIUNIS
JUSUMNTZUIUNIT

3
@
3
]
3
@
3
@
3
]
3
b

UAIENILUIUAT

Injection molding
Thermoforming
Blow molding
thermoforming
Sheet extrusion

Injection molding
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A5t 11 wanefegau AT TPS (Cardia Biohybrid TM BL-F)

Properties Test method Value Unit
Melt flow index ASTM D-1238 1.2 8 /10 min
(2.16 ke/ 190°C)
Density ASTM D-792 1.18 g/cm3
Melting Temperature Range ASTM D-3418 90-100 °C
Moisture Content Internal <0.6 %
Tensile strength at yield ASTM D883 > 25 MPa
Tensile strength at break ASTM D883 > 20 MPa
Elongation at break ASTM D883 > 330 %
Impact Resistance-Dart Test ASTM D1709 200 g
Tear Resistance ASTM D1922 130 N

5. AuuazYansluig
sAdTelutagtulinuadlalutasiduiinsdoduindenfieanysunaunsliiagindnain
WMasiBounazTagiithaulatufie Strach daideideilutanftansamuisunduanldlvlly dos
aanen1aTinmlaeganysal wagdsiagn ud TPS flaudAdanadien wu Tensile strength wagdne
somadegudmaliAndodialuninilulssgndldauiteduussgfusivieidy uenand Tps &
amaiusalunisganudulfiiueddifioudlotigmdandndsldinisfuarsaiaus
(Reinforcing agents) alu TPS wiu wulawaglaa (Cellulosic fibers) uwagduleunlu (Nanofiber) #
uenanaedimsuiulss TPS Wittautidnaimzansonisldaunszuiuntstugudunis
Tuiladudndyivinlindnsurdanunmiinsseanugesnslumshlvldnunsuiuusanadanistu
sulnsnseaniuutan (Wu nseonuuuindeamueu Sasilunstion mavdesle nafuwanaile
wod) wlelimnzandeUuaiifioglulassaiisves TPS Tnslassaiavesnailumesasiuog i
auURIUNIZY0Y Starch Uag Starch-filler composite ﬁﬂﬁ?‘umiﬂ’mﬂiJﬂ’NﬂJ%uiu%WjNﬂﬁ%ﬂgﬂ%ﬂ
Judsidniidosmuauuisadinmaiunaiailawesadluoaldisliantiidinaditu Wesain
Luanaves TPS fvualugilewSeuiitsuiunanadlowe Hiliiniulalis desdavdnques TPS
Fomnutufiuandsuaznisiuiavesanidey (Retrogradation) dsnalilaseadiaves TPS 1inAI
W51z Embrittlement) lusgninamsinidvdaduantaflimnzaudeYagnazluvihussqsus
uaN1n Biopolymer fildanunassssunfaedautainivdsuluideadsuunaiiu nANNAKER
vidoaumannvanevesiiy Jsanansamuasliennitiandilsnanuilnsideu ™
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