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Extrudate Swell Measurement of Polymer Melt in Extrusion Process
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Abstract

Measurement of extrudate swell of melted
polymer is very important for extrusion process.
This is because it is an important factor in
the final control of quality and size of polymer
product after compression on die. Generally,
measurement of polymer’s extrudate swell
can be divided into 3 types: measurement
of extrudate swell on circular die; measurement
of extrudate swell on annular die; and measurement
of extrudate swell by weighing method. There are
2 techniques used to measure polymer size in
order to calculate extrudate swell ratio:
measurement by direct contact and measurement
by indirect contact. Moreover, this article also
presents a new technique which is used for
radial extrudate swell ratio of melted polymer on
circular die. The presented body of knowledge
can be used for control of product quality in

the co-extrusion process.

Keyword: Polymer Melt, Extrudate Swell, Die,

Extrusion Process
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Thickness Swell = h—p 3)

o

2.3. MITAUSNIMNITUINGINIYITNIITIRIAIN
(Weighing Method)
aa X v a & Aaa
AFTNITRLANIEAUNDRLNBTHNABNLRAIN TR
Vl,ajawmmﬁmmzﬁmm@Lﬁumuﬂuﬁﬂma (lunydl
> g dld v 0/ & 1 Aw
°11aammugﬂwwmm‘luLﬂumaﬂaw LT ﬁuamgﬂ
293 Judu) ldainane laavinmsfiwininved
WORLNATHADNA IUTANNLIAIN NWaRLNES
gﬂé’@%@aaﬂmmnﬁﬁugﬂ TasdSuNan1suINe
Paawadasanansnaiwinklaanaun1in 4. lagn
A o A% @ a &
L A938zanuenida (m) W, Aatninuainadiued
A o X @ A '
ﬂ"lmaaﬂmﬂmwgﬂ ™ 72260 (2) £ AANURWILLIL
a 6 - a
PBIWDALUBIVABUIAAY (Melt Density) th aounndl
nagay (g/cm?) lasfidn Melt Density fANTAR LA
ﬁ]'mmimaaaﬁqm%gﬁmwﬁmﬁﬂ@sﬂstzﬂqﬂﬁw
in3aslanasauashnmslva (Melt Flow Index, MFI)
[3], [4] uaz R Aavwiaiaiivasitugy (m)
W
B — ext 4
p(aRL) @
3. IAaRANIIIA
maRaNlsnIaUSuI M IUINAITaINe ALNeT
RROURRIFINITOLL A TN 2 efiafaniauuy
Fulalasass (Direct Contact) Myiauuylaiduia
lasa3d (Indirect Contact) G9fineazidoafianan
fagio L

3.1. m3danuudNdalagase
mstanuusutalasasaduisednsine lag
msﬁ(ﬂwaﬁLua??ignSﬂ%ﬂvlmﬁuaaﬂmmﬂﬁa%ugﬂ
NniwhMsTamnevesweRwasaInsnmnesesiia
SonzBuaiidassuiaiufwoswailagnsstu nefily
matlad wialulnsiiaas swevesnodiwasiiald
inluenwm wsinmmsuandeusmsi 1 1w
ﬂiﬂmaaﬁaﬁugmmunau wazaumsh 2 lunsdlves



mmmmswsaaniwsuanaia 17 21 atvf 1w, - we. 255
The Journal of KMUTNB., Vol. 21, No. I, Jan. - Apr. 2011

WIIUIUULLIUAIL agglsnumIanuulasass
Intszruilgyrianuianaiaduiitasnnain enna
289015828 La991nuslskuea9 (Draw-down
Effect) FslTanstjualunmsiaasda i [1]

o lunsdlvasnadinainaauinaigniaialu
WWIAI NMTATINIALALATIANIZAN Dh FATAUAN
4, . 4 o de
Fagruunynluialaslanazaunisinag ada13ile
Aeas

a a 6 o A

o lunsdinafiweiwaanmaignacialuuwiuan

NMIATITAlauATIANIZAY b daTUR0UgY LT
a ' A 6
lunszuiunmindarie wialdslndeneg

o lunsdindasnisaausslinarsveslanning
Gia‘*um@mmwaama%ﬁvlmaaﬂmmﬂﬁﬁugﬂ yiler
lasnsdeianaiiuainaaunaily wassgensuaanm
(819W1TuTan) Alanunwiussaza )iy
mﬂw‘mLL%%LLazqm%Qﬁmaawaémai’ AnuliTalEe
AadumssnnNazriIvanaINAANURWILUKLYINNALY
wafﬁma%‘vmEmmmmm:%aﬁqmvsqﬁmsmaamm6]

o ~ 1 L a . dl

o MNIIANULEWBLNNUN (Quenching) Ve
wadiaiwaaninal inaaenaininidugddslulasiau
e LNl leawIaueITwIwi la iU fuwnlas
udadnslsfianitidentiageonlumad jia

32 mydvauuulddndalasase

msJauuulidudalosasaduwitnniasdada
vl,a\iéfuﬁaﬁ’uwafﬁmai‘mawmm’um:gﬂé’@%ﬂaaﬂm
mnﬁa‘ﬁugﬂ Mﬁﬂﬂﬂ‘iﬁaﬂ’]ia@(ﬁ\‘lqﬂﬂ‘iiﬁ}f@“ﬂu’m
sepzlnaiieTaumnavosnadiwo naounad luriud
ﬁ"l%aﬁuaanmmnﬁ’;%ugﬂ wazennsiadla
WUUAINLIANASY (Real Time) MAITHINYNAIHER
39 ImﬂgﬂLLuumﬁ@ﬁlﬁmﬂuﬁa@ﬁuﬁﬁﬂazlﬁrm
dedoluil

o v ¢
3.2.1 NMFIAAIYLB LT DIUU LSS

A4 A o Aa oA

Lﬂiadlla’)(ﬂLLUULL&OﬂuUNIﬂ%ﬂ%ﬁ!M%ﬂB

I & a ¢ & & add) o
LALTDILTULTDILRZAUNILIALT LT DT sﬁGLﬂ%'JﬁqﬂsLﬁ

233

Single Screw

Polymer Melt

Thermocouple

Pressure Sensor
Laser Beam

Laser Sensor TPolymer Extrudate

3UN1 3 RENNIIATIVTAGILLALTETLTULTDT WA
FunTaLwiras luia3098a3aRUULNRL
RUAULAE

wamsiafiusiuiuasgndas swlngldlunszoiums
augunIHiauaznsialuieimansinediuad
TwdnnsaafaasiwmasainaIusnmmnoan
ﬁ"s%ugﬂﬁmamlugﬂﬁ 3 eTarwanediuedd
"Imaaaﬂmmﬂﬁa%ugﬂ AU A DI TR EN
ms’s’m:gnﬁuﬁﬂmunmﬁamnﬁumminﬁﬂﬂ
I mdasnsuInd ldauaunisi 1w
FIRTURANNITAITN BV ILALTSLTULTDS IS
'ﬁuWWLi@ﬁaLmﬂﬂugﬂﬁ 4 Aalruimasainanysznay
A286789 (Emitting Device) ynhdimifiauasuas
ﬂs:mml,mvlﬂﬁai’mqﬁﬁmmsmmi’ﬂ fwiimedde
@270 (Receiving Device) ousfifUsinmesiiuas
LAUNIIL

FaaNdaIn13I0 NTuLARanA W TIdTuUTIm

q

ﬂmﬁumqgﬂﬁaaaﬂmnﬁmﬂﬂm:ﬂuﬁu



mmAnmsamndwwannie 17 21 aiuf 1 w0, - we. 255
The Journal of KMUTNB., Vol. 21, No. I, Jan. - Apr. 2011

Object

Laser/Infrared Beam

Emitting Device

Q|

35U 4 wannIveaLTasITwTaTLazBuNILIa
\rweras

Lm“ﬁwmvlﬂﬁrmn’ﬁgnﬁ'aﬁ’;ﬂi’@qﬁﬁaamﬁngn
PNNA LSS UAL YT RIS AU N A
FaUSuomasnvng i ﬁammmﬁumuquﬁﬂma
Muuanue3TaY (d) wuwed dunan1siafldaz
i']mmwalugﬂuuummé’uﬁuﬁ‘izwmﬁmwmimuﬁ's
ARIZTHLLINIDIY I@ﬂmaaglugﬂmaoﬁmuﬁauﬁ
waswllanuszuziaveimIsasaansaiiad GILans
lugﬂﬁ 5 (JudedinanInasadf leannsasiala
é’mwmsmuﬁwaﬁaqwaﬁwaﬁﬁuwamzé’umh
N Y .
(Polypropylene Nanocomposites) BINFIWNFNILHAIN
WORIWINAUNUEN I DN U TR IWNO R INTRAWATING
vuadnuanlalasalanadinas (Polypropylene-g-
maleic Anhydride Copolymer) uazaIaurTIUnlalu
. A , o & &
(Organobentonite) NFIBNFUAN 6] ALLALTDITULDTDT [5]

3.2.2 m3dalaalgnaasiiuinain
ATURANAINYTMENINIHEAT T WITNNT
AT293ANTUINE IV INaR LB S AR 1T Awe N9
WWIHANY HIRLTEDINN9INEINITAATITFOURS D
FnaannAIvasTwwNeaaslalunaLdsa i
FIRTURANNNTATIVIANTLINGIVINBALNE T

100 | .
| —-=— Pure PP .
[ —o— PP-PP-z-MA(unfilled)
80 [ ——— 1%0BTN A
o | - 2%0BTN e
= [ — e 3HOBTN .
% & _— Deereeen SOBTN - -
3 [ ——+— TROBTN
"g _4|} - 4
g
g [
w | ]
D " "
100 1000 1000

Apparent shear rate (5™

3N 5 wamsiadanisvindiasiaguadlnafiau
NRNTZAUW L3 [5]

3%ilaunsaadendasinsnininaanlriuaziand
ﬁ“ﬁwé’wmﬂgdu’%nmﬁwaﬁmaﬂ%aaanmnﬁa%ugﬂ
RaTufinaw weRluasaaanszusianu8INIaesa
Fymmnd idmunsuiinadluedosnauinnes
IugﬂLLuumaaﬁagaﬁtﬁﬂmaﬁné %ammmﬁﬁaga
MWEINEAATE L TaraRemaAT MILING
yaanadaimslusunsaiiaszinn (Image Analyzer)
18828IMINIINDATIMILINMMEITMITUAnM A
mminLﬁuﬁuﬁﬂ%gamimaaﬂ"i’l@”aﬂnmuﬁm
ﬁaluﬁmgﬂmemvﬁuﬁa%mm WA URZFUDI
T9497% iawﬁaﬂ'ﬂﬁﬂ%suLﬁﬂuﬁuﬁagammﬁmau
ﬁa‘*ﬁ’agammﬁmmwaama%ﬁ@ﬁu6] ld8ndae
uanmnf’tmﬂ"ﬁﬂﬁaaLLazLauﬁﬁﬁﬂHé’wmUga
mlFmunsafisdaanusmunsaluanaiadanns
i ldazBaaunniu daasfinldaniuisoves
N-T. Intawong Waz N. Sombatsompop [2] ﬁqﬁﬁﬂw’l
mMsvNdGsaivasnediwasnasumadluinio
amTa135lednasdamaiansanunInaILaa il
gﬂﬁ 6 LﬂumsmﬂmwwaﬁLuaﬁﬁuﬁﬁ‘lwaagmﬂu

o X v A e a
%?ﬂl%EULL‘U‘ULLﬂ’J I@Uﬂ’]Wﬂ’]ﬂYﬂ(ﬂ&lﬂ’l’]NﬂzLﬂﬂ(ﬂ

o o A

TALA% UAZEINITOIADWIALNDRIAATINITLINGD

234



mnAnmawsamnimzanvie 17 21 auf 1 1.0, - 1w, 255
The Journal of KMUTNB., Vol. 21, No. I, Jan. - Apr. 2011

Glass Die

Polymer Color L

Polymer Extrudate

35U 6 mMIfnsmIvIndIzeInediweidizinadia
NIENENN [2]

YpINaRLNasTFIna1 la ot InNnyIdInaadln
3N 7 L UNaNIITANISUANGITRINARLNDIN
AUAUIANN ) auuwITad (Extrudate Swell Ratio
. z dl v = > é/
Profile) anaaiNufinindavasniduzdnsinay
°naawa‘é'avl,@ﬁumawmmﬁm’mi’@mﬂﬁagaﬂ']w
::' Il a 6 v a [ @ ]
frumaliensidislisunsndianzinnliaglu
sdvesdayadan Tl FalagIINNUIN
U’Snmmuﬂmwad“ﬁaamﬂmﬁ@hgdqmm:ﬁﬂ'w
a@mwﬁmﬁwaaﬁﬁugﬁlunﬂ6] AN lunng
9039
NIRRINIIRBTU LA IANIT YRy HLY A9
- - . X
@mumms"lmammwaama%maummmﬂumwgﬂ
ﬁ]'mgmmun'ﬁvlml,mmﬁau (Shear Flow) \iluztuuy
mMyanuuaNsuinnulasasaa (Plug Flow)
A a & o X
[6] lapszwinfinefine waauman Tnaagluiiug
a:ﬁmmﬁwﬁq@ﬁNﬁaLm:gdq@'}J%L'gmmuﬂmd
PpITOINIT IR HAIINANBFINaTIMaNwoanN
o X - .
mnmmugﬂawmiﬂsugﬂLL‘uumi"l,m mﬂgﬂl,mu
M aL UL LTI UAT AR U LA NS
laaaaan G995 WaRLNASUSIIWEIWNANIVDITOS
nsbaiiniIsannINNiIIadialSusewadines

235

22

1.8
1.6
14
1.2

0.8
0.6
0.4
0.2

Die Swell Ratio Profile

Piston speed (mm/min)
——3

05

p o & !
gmaﬂawmﬁugﬂ_ni
I

B N N N R R R R NN R R R R

——10

-1 -08 -06 -04 -02 0

R

02 04 06 08 1

35U 7 Mmavaudanuuwiiadvaswelaladuiinn
madenzidisliunsuiianzinnliey
Iugﬁmaaﬁagaﬁuam%w’%mm [2]

u’%mmwﬁfwaaﬁa%ugﬂlﬂmaaﬂmnﬁ's%ugﬂ
FI8AMNLIIYNNY NNTaAANULTITINERLINDY
U3 msunansitesvinliianisiiusi i i
PagnadmesuInninauniedng Seluannlw
VI MEIBNATIAIINITLINAININNILILI D
Nﬁdmaaﬁa%ugﬂﬁuLad [2] ANUFAINENIEINNTD
wlduSulslunssuiunisndanuudasasiv
Mé’nwmwaam’:‘n‘ﬁ‘ﬁu@ﬂ%mmmauﬁa"’ia@g
wanzsulusunan LLa:mqummﬁmﬂuaa%umu
1

4. d31

MITAUIIN UM TLINGIVBINDRLNDTHADNLAA
A8 MYTASaME NI IRUTnT GaaINaA T
ﬁwmmﬁuﬁﬁﬁwﬁmmﬁﬁugﬂ %aﬁgmmumﬁ@
Nugin 3 sduyufAenisTadTanmnisuauaalu
ﬁ"s"‘ﬁugﬂmaﬂau mﬁmmimwﬁ'ﬂuﬁa%ugmmu
IR UAZIFNTHINIREN Frminaiafilale
NM5TATUIAND RN IR AIUINTATNITUING
Usznauaie 2 tnaikan13Tafan1ITALUL NN E
lasass warmyianuulidudalaoass



mmAnmwsamndwwannie 17 21 alvf 1 v, - we. 255
The Journal of KMUTNB., Vol. 21, No. I, Jan. - Apr. 2011

LN&E1319D9

(1]

(2]

(3]

[4]

J.A. Brydson, Flow Properties of Polymer
Melts, 2"ed., London: Gorage Godwin, 1981.
N-T. Intawong, and N. Sombatsompop,
“A Parallel Co-extrusion Technique for
Simultaneous Measurements of Radial
Extrudate Swell and Velocity Profiles of a
Polymer Melt in a Capillary Rheometer,”
Polymer Engineering and Science, vol. 44,
pp-1960-1969, 2004 .

N. Sombatsompop, “Polymer Rheology and
Applications,” KMUTT, Bangkok, 2003.

N. Sombatsompop, and N. O-Charoen,

236

(3]

“Experimental Studies on Extrudate Swell
Behaviour of PS and LLDPE Melts in Single
and Dual Capillary Dies,” Journal of Applied
Polymer Science, vol. 87, pp. 1713-1722, 2003.
N. Muksing, M. Nithitanakul, B.P.Grady, and
R. Magaraphan, “Melt Rheology and Extrudate
Swell of Organobentonite-filled Polypropylene
Nanocomposites,” Polymer Testing, vol. 27,
pp. 470-479, 2008.

WLTA DUFL9A, “NHANITNMTLINGIVEINGR
LWASHARNL AR IUATILIUNINEALLLAGTA,”
?75@'755%77’775W?5§783\Hﬂﬂ%Wi&’%ﬂﬂ‘H‘lj:é),
TR 19, aifud 3, wii 449-454, 1 fiugnow 2552.



