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Abstract

This study investigates the effect of repeated recycling processes on the properties of PLA matrix 3D
printed filaments mixed with 20 wt.% Fe3zO, magnetic particles. The recycling process of the com-
posite was simulated by using extrusion and manual cutting to achieve multiple closed-loop recycling
processes. The research studied the 1st, 3rd, 5th, and 6th cycles, while the initial batch virgin materials
(0 cycles) was used a baseline.

Visual observations revealed that surface defects increase with each cycle, along with diameter incon-
sistencies and brittleness. The analysis showed that the 5th cycle had the highest diameter variation
(range = 2.37 mm, standard deviation = 0.44 mm). The 6th cycle was unusable filament with a dis-
oriented shape and chaotic flow behavior, which made it impossible to inject or print into the 3D print-
ing machine. Scanning Electron Microscopy (SEM) and Energy Dispersive X-ray spectroscopy (EDS)
analysis indicated significant morphological changes, agglomeration of magnetic particles, and content
reduction along cycles. GPC analysis confirmed that the molecular weight of the PLA decreased, and
that the polydispersity increased, while NMR identified the absence of dichloromethane as a solvent,
confirming that the degradation which indicated by PLA molecular weight reduction was solely caused
by thermomechanical reprocessing effects.

The findings suggest that PLA/Fe3;O,4 filaments can be processed up to five times, but the practical
usability of the reprocessed filament is limited due to surface defects and poor filament diameter con-
sistency. During the first cycle, the filament frequently stuck in the 3D printer feeder due to diameter
inconsistencies, and by the third cycle, attempts to print resulted in improperly shaped parts, highlight-
ing significant processing challenges. Additionally, repeated processing cycles lead to loss of magnetic
particles, significantly affecting the filamentis functionality. The characterization of using the Vibrating
Sample Magnetometer (VSM) demonstrates a reduction in magnetic properties, with a 28.62% de-
crease in Cycle 3, a 51.41% decrease in Cycle 5, and a 73.91% decrease in Cycle 6 compared to
Cycle 1. Moreover, thermal stability of PLA is also compromised, as evidenced by the decrease in
degradation temperature recorded in the Thermogravimetric Analysis (TGA), highlighting the declining
performance of the filament after multiple recycling cycles. Further improvements in processing meth-
ods, material quality, and testing are recommended to enhance recyclability and ensure consistent print
results in future applications.
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Introduction
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The use of bio-polymers has increased in the global polymer industry. Recent market research by
Dammer et al. [1] shows about 1-2% growth of biopolymer in the total polymer production in the
Netherlands, Europe, and worldwide. Figure 1 illustrates the increase in bio-based polymersb produc-
tion capacities in the Netherlands from 2011 to 2020. This indicates an ascending trend caused by the
increased application of biopolymers in broad industry sectors such as textiles, automotive, packaging,
and biomedical industries. The advantages of biopolymers include their biodegradability, biocompatibil-
ity, and low carbon production, making them appealing to multiple applications. Moreover, bio-polymers
can be explicitly designed to meet specific requirements such as biocompatibility and easy availability

2.

Production capacities of bio-based polymers in the
Netherlands, 2011 - 2020 (t)
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Figure 1: Production capacities of bio-based polymers in the Netherlands, 2011 and 2020 [1]

One of the bio-polymer advancements was the discovery of lactic acid by hydrolyzing ammonium lactate
in the 1850s. In the 1930s, a chemist from DuPont first synthesized high molecular weight polylactic
acid (PLA) with direct polymerization of lactic acid, which marked the first PLA ever produced [3]. Due
to its versatility, PLA has gained interest across various industries because of its superior properties to
other polymers used in additive manufacturing, especially in the application of the 3D printing sector.
PLA is used as a feedstock because of its characteristics such as low melting point (1507 160 AC), ease
of the process, and favorable mechanical properties such as superiority in tensile, flexural strength, and
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Youngis modulus compared to other polymers (PS, PP, and PE) [4]. Furthermore, PLAis biocompatibility
makes PLA widely used in biomedical sectors, including surgery equipment, customized anatomical
models, bioprinting, controlled drug delivery systems, and frames for tissue engineering frameworks

[5].

Along with the progress of the times, several technologies of additive manufacturing (AM) have been
developed, including stereolithography, inkjet printing, selective laser sintering, laminate object manu-
facturing, and also fused deposition modeling (FDM) and fused filament fabrication (FFF) [6]. The most
commonly used FDM and FFF technigue uses a thermoplastic filament, with the plastic being continu-
ously fed into the printer, heated, melted, and then extruded through the heating nozzle and deposited
on the printing platform, creating the desired object layer by layer. Even though 3D printing is stated
to be a more sustainable manufacturing method due to its ability to reduce raw and waste materials
by reducing defect and post-processing steps by engineering the optimal process condition (such as
nozzle temperature, printing velocity, and thickness of each layer), it still has a potential environmental
impact because it still generates significant material waste, especially from the use of support structures
required for complex prints [7]. 3D printing affects the environment by producing a significant number
of waste [8]. Many filament materials could be thrown away during production for various reasons,
including printing failure, snapped parts, unused support structures, and nozzle testing [9].

One of the uses of PLA as a 3D printing parts material is using it as soft robot parts. Soft robots can
perform translation movement (e.g., a simplified grabbing action) and have contact with their surround-
ings without significant damage [10]. The shape and design of the soft robots are inspired by highly
functional parts of living creaturesi body parts (such as fish fins, elephant trunks, reptile fingers, and
gecko feet) to produce flexible, functional, and durable robots [11]. Soft robots that can be controlled
by magnetic fields are made using magnetic polymer composites (MPC). MPC uses external magnetic
sources such as permanent magnets or electromagnets. This ability can remove the need for a built-
in continuous power supply, like batteries, so the robot can be used as long as the external magnetic
source is turned on [12]. Recent studies show that miniaturized soft robot designs can move in complex
motion. These robots are suitable for medical fields because magnetic fields are safer for the human
body [13].

Recycling PLA waste into new ready-to-use filaments can lower production costs. One study found that
using recycled PLA filaments reduced expenses by 40% compared to using virgin PLA [14]. Utilizing
recycled PLA also aligns with environmental goals by reducing plastic waste and reducing reliance
on fossil fuels. This closed-loop recycling approach may contribute to a more sustainable lifecycle
for PLA products. While PLA offers the possibility of closing the loop of 3D printing waste recycling,
challenges remain when using recycled PLA materials in 3D printed parts. A study by Marec et al. [15]
highlighted that different processing conditions (such as mixing time and temperature) have a critical
role in the degradation of PLA during fabrication. The heat caused by friction between viscous material
and extruder also accelerates this degradation.

While these findings contribute valuable insights, further investigation is still needed, particularly into
the mechanical, thermal, and magnetic properties of PLA-based Magnetic Polymer Composite (MPC)
after multiple recycling cycles. Although previous findings have indicated that the material waste can
be reduced using Additive Manufacturing (AM) [16], the long-term feasibility of using recycled PLA-
based MPC remains underexplored, specifically for applications like soft robots. This research tries to
fill this gap by investigating how multiple reprocessing cycles can affect the mechanical, thermal, and
magnetic properties of PLA-based MPC filaments. Through experiments that involve shredding and
re-extruding recycled PLA-based MPC, this study aims to provide an understanding of the potential
of using recycled PLA filaments for 3D printing soft robots, also addressing an essential gap in the
literature on the recyclability and performance of PLA-based composites.
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These are the research questions that are sought to be answered in this study:
A What is the recyclability limit of PLA/Fe;04 composites before significant degradation occurs,

defined as the point at which the material exhibits excessive fluidity and can no longer be reliably
extruded and printed as a filament?

A How do multiple recycling cycles affect the degradation behavior and magnetic properties of
PLA/Fe304?
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Additive manufacturing (AM) or 3D printing has become a resourceful technology in model making
and prototyping using computer-assisted design (CAD). By using AM, manufacturers can produce cus-
tomized parts from metal, ceramics, and polymers without using molds or post-processing, such as
machining in subtractive manufacturing. Meanwhile, usual fabrication is limited by processing con-
straints caused by industrial mass production demand [17].

AM allows 3D structure fabrication with high complexity. Figure 2 shows the basic concept of 3D printing
to help understand the basic concept of AM. In the beginning, a virtual object is made using CAD Figure
2a. Figure 2b shows a floating object (coffee mug handle) that is sketched to use temporary support
to avoid structure collapse during the printing process. The virtual object has a coordinate that will
be used to move motors, which move the position of the nozzle or the 3D-disperser orifice, which is
illustrated by Figure 2c. This computer-aided manufacturing (CAM) method usually prints the material
layer by layer with a thickness from 15 to 500 m. In the case of a very thin thickness (below 50 m,
the naked eye can not see the stair structure, which is caused by the layered manufacturing process.
Meantime, thicker layers normally demand post-processing application to remove support structures
and enhance the surface properties.

.- = CAD; = =
= = —
3D Scan = —
— = =
he— —
) E =
= i
- -
S =
[ |
@ ﬁ 1 Slicing;
Postprocessing \\ Path planning;
— > Support structures

3D Printing

Figure 2: Basic principles of additive manufacturing (a) CAD sketch; (b)processing virtual model; (c)printing [17]

Q0 OUODOoo 0oL Uootioooo oo 0ooiiiot LoUoiboibiiog
Additive manufacturing offers various significant advantages. One of the most common superiority is its
freedom complexity design. With additive manufacturing, people can produce complex shape geometry
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2.1. Additive Manufacturing 5

with complicated internal support, which could not be achieved using the conventional manufacturing
process [18]. Also, additive manufacturing can make lightweight but superior mechanical properties,
which is beneficial for particular sectors like aerospace and automotive engineering.

The next advantage of additive manufacturing is its sustainability through material efficiency [18]. Com-
pared with subtractive manufacturing, which removes materials to make a component, additive manu-
facturing builds the component step by step by adding one layer on top of another. This method uses
the material only when itis needed, without causing too much waste on the material. This approach
can reduce waste and also production costs, which supports the sustainability of the industry. Besides
that, potential on-demand production can decrease the need for storage and inventory space, which
leads to resource efficiency.

However, additive manufacturing also has several challenges. One of the main challenges is the limi-
tation on the material that can be used [18]. Even though additive manufacturing has been developed,
achieving mechanical properties similar to conventional methods remains difficult. Porosity, residual
stresses, and inconsistent printed parts could affect the mechanical properties of the product, which
hinder its function as a load-bearing component. Furthermore, AM is difficult to mass produce due to
slow production speed, which makes AM less suitable for high-volume production.

In addition, printing inconsistency will become a challenge which can reduce the structural integrity
of AM components. Few factors like non-optimal processing parameters, material properties, and
environmental condition causing weak spots [19]. These spots are caused by defects from lack of
fusion or cracking within the solidified region during the manufacturing process. These defects can
pose challenges in applying the repeatability and reliability of the AM process, which are important for
fulfilling industry requirements.

{10000 DOooonbo oooiboidonoo obo 000Doo Dooono LohOodooo o4 oo

Polymer matrix composite uses multi-material printing techniques. These methods provide a precise
and accurate deposition using different raw materials to fulfill certain requirements and design [20].
Moreover, pre-blended composite feedstock usage, which contains various types of fillers to improve
the properties of the printed object, also increased [21]. The choice of composite design is mainly af-
fected by which printing method system will be used. Nevertheless, this approach is good at infusing
additional materials with distinct properties into the main matrix [22]. The field of PMC additive manufac-
turing combines advanced technologies and materials, imparting significant potential, cost reduction,
simplicity, and other benefits [23]. Below are some examples of additive manufacturing techniques that
can make PMC

Selective Laser Sintering (SLS)

Selective laser sintering is an additive manufacturing process that uses polymer powder particles then
fused together using laser power. The basic principle of SLS is to fuse the polymer powder selectively
by using a laser at targeted locations for each layer according to the design [24]. The condition of
the final products is affected by processing conditions, particularly the power of the laser and the scan
speed. Schimd et al. [25] stated that SLS is able to use various types of polymer powder as a raw
material. In addition, SLS is also able to accommodate not only blended polymers but also polymer
matrix composites [26].

Stereolitography

Stereolithography can be distinct from other additive manufacturing techniques due to its ability to fab-
ricate mechanically stable and watertight polymeric channels by using a liquid photo-curable resin as a
raw material [27]. SLA can be used for a wide area of industrial fields, including aerospace, automotive,
biomedical, construction, and even fashion, as noted by Bartolo et al. [28]. The advantages of using
SLA are its production speed, stability, mask-less operation, and layer-by-layer additive process that
can create three-dimensional and lightweight structures effectively. SLA can utilize both natural and
synthetic polymers, which makes SLA a promising potential method for biomedical applications [29]
because of its ability to maintain the degradability and mechanical properties of the polymer.

Laminated Object Manufacturing
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The laminated object manufacturing (LOM) technique build prototypes using laminate and laser cut to
process the material such as polymeric films, foils, and metal laminates. LOM able to enhance the
mechanical properties of these materials by transforming them into solid blocks [30]. LMO utilize the
combination of adhesion joining, ultrasonic welding, and clamping methods to improve the materials.

Layers of sheet or foil are bonded to the block using heat and pressure which come from a heated
roller. When the materials are fed from the side of the machine to the other side as shown by Figure
3, the platforms move down with the thickness of each new layer (ranging from 0,07-0,2mm). Shaping
process involves laser (typically CO laser with 25 W or 50 W power) or knife to cut the post-layer
deposition according to the determined design [31].

Optics

3

Layer outline
and crosshatch
Laser

Laminating
/ roller
Take-up roll ‘
Part block Material
Platform i «— supply roll

Figure 3: Laminated object manufacturing [31]

LOM superiority compared to other methods is its ability to remove the need for external support struc-
tures. Supportive material is needed during the manufacturing process to hold the geometry of the
product from deformation. Nonetheless, it is very challenging to remove the supporting structure and
needs manual hand work to reduce the damage to the sensitive parts. Especially for the parts with
hollow or small passages that are very difficult to reach and clean.

One of the disadvantages of LOM technology is that it is costly due to its principle of using material
temporarily. The materials are not included as the end products and will become waste after building,
particularly when the manufacturer uses expensive materials. However, LOM is a unique AM method
due to its basic principle of production, which cuts the material to form layers, instead of other prototyp-
ing methods, which build layer by layer [32]. As a result, the mechanical properties of the prototypes
may vary throughout the production due to the increasing layers of material and adhesive. LOM is a
precise method because of its ability to process very thin sheets that can lead to very good detail in
prototyping. LOM can work with various materials, including composites, metals, and polymers, but
PVC films and paper sheets are the most widely used materials.

Inkjet

Inkjet typically processes two-dimensional materials such as organic color inks. However, there is a
rapid growth in inkjet technology usage for non-graphical purposes especially in micro-engineering
fields. The basic principle of inkjet printing is the printer deposits the materials selectively in a precise
manner [33]. The inkjet printing technology evolved eventually, making the printer able to deploy smaller
droplets up to a few pico liters. The inkjet printer function has been enhanced due to this technological
advancement, which enables the fabrication of more complex shapes with micrometer-scale features
by utilizing computational topology design (CTD).

The most common function of inkjet in the industrial field is the manufacture of electronic components
such as light-emitting diodes (LEDs) and thin film transistors (TFT) due to its versatility, simplicity, and
cost-effectiveness [34]. Additionally, inkjet has been adjusted for biomedical applications as a conse-
guence of the requirement of precise microscale patterning from biological molecules such as proteins,
peptides, and DNA [35]. Three-dimensional printing for inkjet methods has been achieved by utilizing



2.2. Application of the PLA/Fe304, Composites 7

Solidification

Thermal gradients

Crystallization

Viscoelastic behavior

Shrinkage Compeosite filament

Residual stress
Distortion
7 “‘\
Build material o

spool

Liquefier ; Reinforcements
head  /

Deposited layer \
Printbed \ i

a)

M Intralayerbonding
P between two beads
PN a layer ~

Inter layer bonding ) Neck growth

between two 4
successive layers § v

—
___J Coalescence

Figure 4: Schematic and illustration of different physical phenomena during FDM process: a) printing of neat polymer b)
printing of polymer reinforced with particle fillers or short fibers. [38]

polymer ink as a feedstock. The combination of polymeric materials feedstock with inkjet technologies
unlocks new opportunities for 3D printing, which allows for the creation of a wide range of structures.
In spite of all these benefits, Yun et al. [36] stated that inkjet printing is still limited by various factors
such as polymer concentration, polymer ink composition, and solvent type.

Fused Deposition Modeling (FDM)

Fused deposition modeling (FDM) is one of the most commonly used techniques worldwide and has
become a broad research subject. Parandoush et al. [37] highlighted that FDM is responsible for
41,5% of the market sales, with up to 15.000 units sold in 2010. Basically, FDM operates by using the
extrusion principle. FDM used to be only compatible with pure thermoplastics, but due to technological
advancement, FDM is able to handle reinforced feedstocks. FDM popularity also increased because
of its traits, which are cost-effective and able to produce various types of materials. As time goes by,
FDM has been used to fabricate products using extensive types of materials such as plastics, ceramics,
metal powders, and composites through various sectors such as aerospace, medical field, automotive,
and mold design [38]. In FDM, filament materials are sent through a heated nozzle and deposited layer
by layer in a semi-solid state. As illustrated in Figure 4, the setup of FDM includes platform building, a
printer bed, a liquefier head, and a spool of build materials. Further details regarding the technology,
materials, and application will be elaborated further in this section.

The product quality of the printed parts is affected by numerous physical events during the process of
printing, as illustrated in Figure 4. The unity and properties of the printed parts are notably influenced
by the quality of the bonds. The bond formation process that connects two layers implies surface
contact, molecular diffusion, and neck growth [39]. These bonding happened between consecutive
layers (inter-layers) and also within a single layer (inter-layer). The limited time for solidification will
lead to incomplete neck growth and partial blending. As a result, void formation will appear between
layers, as shown by Gurrala et al. [40] during the bonding process analysis. The occurrence of these
voids causes a reduction in the strength properties of FDM parts compared to parts manufactured by
other methods, such as injection molding. Moreover, temperature changes between each layer during
solidification can cause the printed part to shrink, develop internal stress, and become distorted. The
build chamber temperature has an important role during the FDM process. Additional thermal stresses
and 3D-printed part warping are caused by the temperature difference between the filament and the
build chamber. These stresses can be reduced by frequently heating the build chamber to a high
temperature.

000 Oo0oitdoooo 0o iUt D00odbgby bouooood

This study aims to learn more about the recycling of waste from the production of 3D printing filaments
mixed with magnetic particles. In the past study, these filaments were utilized for soft robot manufactur-
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Figure 5: Small-scale magnetic soft robots capable of tandem actuation of grasping and locomotion. a) iMillipede robotf with a
iTail gripperb carrying a cylindrical object and b) (Hexapod roboti with (Flower gripperi carrying a spherical object. Scale bar is
10 mm. c) The actuation of the soft robots is achieved using BigMag: an array of six movable electromagnetic coils, capable of
generating a magnetic field (B) at any point (p) within the workspace. [10]

ing. This section provides a general explanation of how soft robots will perform for real-life applications
based on Venkiteswaran et al. study [10]. In this study, the soft robots was designed based on a
bio-inspired multi-legged with grasping manipulators as shown in Figure 5. The robots consist of two
parts: the locomotion and the grippers that wireless function utilizing electromagnets phenomenon.
The robots and grippers are made using MPC and magnetized in certain patters in purpose to make
them able to move untethered. The basic principle for soft robot movement is that it has multiple legs
that produce variable displacement through the geometric biasing of magnetic dipoles inside the robot
body. As a result, these robots perform a repeatable motion, including consistent steering accuracy.
Meanwhile, the grippers are designed to grab and release objects when triggered and hold the des-
ignated objects during the robotsé movement. The robot designer has engineered the robots and the
grippers so they will not interfere with each other.

010000 COo0ooooo Oood toood

Various polymers are used as matrix materials in the 3D printing process. Each polymer has its own
characteristics and mechanical properties. Table 2.1 compares the mechanical properties of various
polymers, which are typically used as a material in the 3D printing processes, such as PVC, PP, PS,
and nylon. PS has the highest tensile modulus, showing that PS is the stiffest material among all.
PLA has a relatively high tensile modulus, indicating it is also quite stiff, followed by Nylon. On the
other hand, nylon has the highest yield strength, which makes it the strongest material before reaching
deformation. PLA and PS have the same value and are stronger than PVC and PP. From the flexural
strength point of view, Nylon exhibits the highest value, which means it has great resistance to bending.
PVC and PS also have higher flexural strengths than PLA, showing their performance in applications
requiring bending resistance. PP is the most ductile material because it has the highest elongation
percentage and can stretch before breaking. PLA and PS have the same value but at a relatively low
rate, indicating they have less ductile properties. In comparison with all polymers in the table, nylon
stands out as the material with the highest overall mechanical properties, flexural strength, and yield
strength, making nylon suitable for objects requiring high strength and flexibility. Besides that, PLA has
a good tensile modulus and yield strength but is less ductile compared to PP and Nylon and also has
moderate flexural strength.

Due to its innate biodegradability characteristics, biopolymers receive more recognition as 3D printing
materials [41]. Different biopolymers have been used as matrix materials combined with various rein-
forcements in order to manufacture biocomposites. Among other polymers, PLA was favored because
of its compatibility with different natural reinforcements and promising mechanical and physical proper-
ties [42]. PLA has biocompatibility, biodegradability, and non-toxic properties, making it appealing to
be used as material in structural components and as a functional polymer [43]. For example, in paper
materials, PLA can be used as an additive, adhesive, coating, thickening agent, concrete agent, and
flocculant. PLA only need simple conventional process with less energy and time cost cause PLA has
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cheaper and more available polymer, PLA also can be easily designed in various shape and using
various fabrication techniques such as extrusion and injection molding.

Table 2.1: Comparison of properties between PLA and other polymers [44]

Properties

Polymer Tensile Modulus | Yield  Strength | Flexural Strength | Elongation (%)

(GPa) (MPa) (MPa)
Polylactic  Acid | 3.2 49 70 2.5
(PLA)
Polyvinyl chloride | 2.6 35 90 3
(PVC)
Polypropylene 14 35 49 1
(PP)
Polystyrene (PS) | 3.4 49 80 2.5
Nylon 29 71 95 5

0i00 000000 Douooogo

Plastic production has increased from 1.5 tonnes in 1950 to 359 million tonnes in 2018, which caused
a significant increase in plastic waste [45]. Based on the data from the European Parlement, in Europe,
one-third of plastic waste is recycled, while energy recovery using incineration is the most common
disposal method, with 25% of plastic waste still landfilled. Due to limited local processing capacity,
a large portion of plastic waste collected for recycling is exported to non-EU countries such as India,
Egypt, and Turkey. Low recycling rates in EU cause economic and environmental losses, as example
95% of plastic packaging materialis value is dropped after single-use cycle. In 2019, plastic production
and incineration contributed to over 850 million tonnes of global greenhouse gases. It is predicted that
there will be a rise of the gases to 2,8 billion tonnes by 2050 if there are no improved recycling efforts.

To tackle this problem, countries in the EU have made an effort, which is shown by the recycling rate
from data in Eurostat. From Figure 6, we can see that the highest recycling rate is Belgium 80%, fol-
lowed by Netherlands and Slovakia in the range between 70-80%. Plastic waste management has
emerged and become an important global issue, while recycling comes out as a key strategy to reduce
environmental damage caused by waste and also can improve resource sustainability. Among the
various recycling methods, mechanical and chemical recycling are two well-known approaches that
are used to process plastic waste. Mechanical recycling is a method that focuses on processing plas-
tics without altering any chemical structure, while chemical recycling offers a more advanced way of
breaking down polymers into their basic molecular components.

Mechanical Recycling

Mechanical recycling is a process of transforming plastic waste into raw materials or products without
altering the chemical structure of the waste material [46]. Plastic waste that has been sorted will be
washed and undergo flotation separation and drying. The plastic flakes will undergo further processing
into granulates or plastic pellets. The main focus of recycling is on thermoplastics because of their ability
to be re-melted and re-processed into the final products by using techniques like injection molding or
extrusion. Examples of plastics which commonly recycled are polypropylene (PP), polyethylene (PE),
and polyethylene terephthalate (PET).

Sorting is an important first step in the mechanical recycling process. The plastic waste is contam-
inated, often consisting of various types of materials (e.g., composites, blends, and multilayer films)
with different colors, shapes, and sizes. The plastic waste is initially brought to a sorting facility to be
separated according to its material type. Proper material identification is needed to obtain maximum
purity in the recycled product. Therefore, various technologies such as near-infrared (NIR), laser, or
x-ray are used. The challenge in achieveing 100% separation is the presence of blended or laminated
products, which are very hard to be separated into individual materials. At the end of the process, the
material will be recovered through smelting and granulation. In this process, high temperature and
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Figure 6: Recycling rate in EU countries (2021)

shear force cause thermomechanical degradation to occur, which affects the chain length and distribu-
tion and has an impact on material properties such as crystallinity and mechanical strength [47]. Too
much contamination will cause the products to not meet the specifications of virgin materials, leading
to a decrease in material value (down-cycling).

Chemical Recycling

Chemical recycling is a method of recycling that processes polymeric waste by altering its chemical
structure and returning it into a substance that can be used as a raw material again [48]. The basic
principle behind chemical recycling is breaking the plastic waste down into its constituent molecular
parts so that the waste can be reconstituted into original raw materials again.

Chemical recycling has a wide scope, based on its technologies, it divided into three distinct categories
according to the output position of the plastic [49]. First is dissolution, where in this process additives
are removed from the polymer by immersing the waste in a solvent. The plastic then will dissolve
and revert to its polymer stage. The polymer stage will be used by reformulating it into new recycled
plastic. Second is depolymerization which involves a solvent and heat to break the polymer down into
smaller molecules or monomers. The monomer then later serves as a feedstock for plastic production
as secondary raw materials. The third is conversion, which is the principle of utilizing a catalyst to help
break down plastic waste into either liquid, gas, or oil-like feedstocks like hydrocarbons.
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Most polymers that are recycled are thermoplastic because of their characteristic to become soft when
heated. A previous study by Hemmati et al. [50] found that factors can affect the blendis morphology.
These are the componentsi mass ratio (composition of the blends), the blending sequence, material
properties, and the process parameters. In this study, we will only focus on the process parameters.
The extrusion process is commonly used to reprocess the plastic pellets. Plastic materials have to
be plasticized and mixed, which is done by using a screw extruder machine. The extruder works by
generating pressure and shear force to push or press the polymer material by utilizing the rotation of
the processing screw [51]. As a result, the polymer undergoes full plasticization and uniform mixing to
make products in the desired shape.

The extruder has three zones: the feed or solid conveying zone, the compression or melting zone, and
the metering or melt pumping zone. The feed zone has a function as a place to feed raw materials
by utilizing the principle of drag flow ( relative motion between the material and the screw or barrel
walls). The polymer solid particles are going to be compacted together in the screw channel to form
a solid layer of material [52]. The temperature in the feed zone could not be too high because it can
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cause the material to get stuck on the screw or barrel walls which causes solid conveying instabilities.
In the melting zone, the plasticization process occurs where the material undergoes a transition from
solid state to molten state. Therefore, strict temperature control is required. When the temperature
is too low, the viscosity will become too high, which causes the materialis flow capacity to weaken.
Consequently, it will reduce the plasticizing effect and leave unmelted material in the product. However,
if the temperature is too high, the degradation will occur and reduce the product quality. In the melting
zone, the material is expected to be in the molten state. It is required to set the specific temperature to
avoid premature curing during processing [53]. The process parameters which can affect the recycling
product that is going to be discussed in this study are the effects of screw speed and barrel temperature
on the screw extruder machine.

Barrel Temperature

In their study, Shokoohi et al. [54] found that there was an effect of barrel temperature on material
properties. Shokoohi found that Youngis Modulus of polymer blend that was processed at temperature
240 C was better than the one processed at temperature 220 C. This is related to the reduction in
interfacial tension between phases due to the increase in temperature, which reduces the size of the
equilibrium particle. Subsequently, it increases the degree of dispersion of the minor phase and leads
to the improvement in Youngis Modulus [50]. Reducing interfacial tension also causes an increase
in interfacial adhesion that can enhance the tensile properties of polymer blends by decreasing the
generation of voids and defects [55]. However, there is also a finding by Capone et al. [56] who
discovered in their study that the effect of high temperature can accelerate the degradation process of
the polymer in the barrel, causing local burning, especially in the local hot spot of the extruder barrel.

Screw Speed

Besides barrel temperature, screw speed is also one of the keys parameter in the extruder machine.
The rotational motion generated by the screw gives the extruder the power to push the material forward,
and changing the screw speed will cause a change in the rate of extrusion material. The higher the
speed, the faster the extrusion rate and it will become more efficient in terms of process energy [57].
If the screw speed is too slow, the shear effect on the material will become smaller and causing the
material to get stuck inside the barrel so that the barrel transfer more heat to the material. However,
if the screw speed is too high, the material will be extruded too fast from the barrel and causing un-
even material melting and leading to a poor plasticizing effect. Moreover, if the extrusion speed is too
high, poor extrusion stability will occur and cause residual thermal stress to form inside the products,
negatively affecting the product quality [58].

In his study, Shokoohi et al. [54] observed there were changes in the tensile properties of the polymer
blend of polypropylene (PP) with polyamide6 (PA6), which was influenced not only by the barrel set
temperature but also screw speed. Initially, the Youngis modulus and vyield stress decreased; then,
after the rotational speed was raised, the Youngis modulus and yield stress increased. When the
screw speed increased from 90 to 120 rpm, the tensile properties decreased because of the influence
of thermomechanical polymer chain fracture caused by high shear force generated by raising the screw
speed that produce high shear viscous heat generation. However, when the speed increased to 150
rpm, the PA6 polymer particles changed into fibrous rods within the matrix. This phenomenon led to
an increase in yield stress and Youngis modulus. According to their study, Jazani et al. [59] found
that increasing the screw speed stimulates the breakage process in the minor phase inside the matrix,
which prevents agglomeration and increases the degree of dispersion and results in tensile properties
improvement.
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The consumption of polymers, especially plastics, has significantly increased in the past few years due
to the growing demand for plastic production. Recycling become a promising strategy to solve the
environmental issues caused by high polymeric waste. Recycling polymeric waste aims to preserve
the natural resources because most polymers materials are made from oil and gas, hopefully recycling
can close the production loop to reduce the usage of raw materials [60]. In this subsection, several
recycling efforts will be discussed, as well as the effect of recycling, especially the degradation effects
of several kinds of polymers.
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Polyethylene (PE)

PE experiences the degradation effect after the recycling process. Jin et al. [61] reported the effect
of mechanical recycling on rheological and thermal properties during low-density polyethylene (LDPE)
recycling projects. LDPE samples go through numerous extrusion cycles, up to 100 cycles. Figure 7a
indicate the result of complex viscosity increased a long with the number of extrusion cycles. Samples
are tested using a low test frequency, 0,628 rad/s. This phenomenon is caused by the crosslinking
reaction, which occurs due to the presence of reactive radicals carbon throughout LDPE chains during
the recycling process [62]. A similar tendency was observed in the melt flow index (MFI) measure-
ments shown by Figure 7b, where there was a decrease in the MFI value aligned with the increase in
the number of extrusion cycles. This study showed that the processability of LDPE was significantly
affected after 40 times extrusion cycles. Moreover, Kartalis et al. [63] found that recycling the LDPE
showed significant processing stability even after five consecutive extrusion cycles if LDPE mixed with
medium-density polyethylene (MDPE). Meanwhile, Valim et al. [64] are able to recycle high-density
polyethylene (HDPE) waste using virgin polyamide (PA6) by using a twin-screw extruder. The result
of their studies was the improvisation of prepared blend mechanical properties and thermal stability
caused by size domain reduction of the recycled HDPE.
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Figure 7: Complex viscosity and MFI of LDPE after extrusion cycles [61]

Polypropylene (PP)

Aurrekoetxea et al. [65] inspected the morphology and properties of polypropylene (PP) samples that
were treated with multiple injection cycles. The study stated that PP melt viscosity decreased after
processing because of the molecular weight reduction caused by reprocessing. In addition, the recycled
PP revealed a higher crystallization rate, greater crystallinity, and an increase in equilibrium melting
temperature in comparison to virgin PP. There were also changes in mechanical properties, Youngis
modulus, and yield stress increase along with the number of injection cycles. This event attributed to
the enhanced crystallinity of PP after processing, on the other hand reduction of PP molecular weight
cause the decline in elongation at break and also fracture toughness.

Phuong et al. [66] conducted research about the recyclability of polypropylene and other organophilic-
modified layered silicate nanocomposites with a twin-screw for over ten cycles at various temperatures.
Phuong investigated the changes in mechanical properties and rheological of PP after each cycle. The
result showed that with the increase in the number of extrusion cycles, the melt flow index (MFI) also
increased. This behavior is already observed in several studies on PP recycling and its stability which
is caused by the role of thermal degradation during extrusion [67]. Results from mechanical testing
showed that recycled PP tensile strength declined with the increasing number of extrusion cycles, but
the impact strength remained unchanged, as shown in Figure 8. Some other studies found that recy-
cling by preparing the PP composites using extrusion had an effect on the rigidity of PP. The outcome
showed that the rigidity of composites was still almost unchanged after several processing cycles, which
was caused by effective stabilization of the fiber aspect ratio after recycling.

Another recyclability of PP composites was also studied by Bahlouli et al. [68] who investigated another
type of PP composites recyclability, specifically ethylene propylene diene monomer (EPDM)/PP and
talc/PP utilizing extrusion process. This study focused on the mechanical, rheological, and structural
properties of PP composites after being treated with numerous extrusion cycles. The results showed
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Figure 8: Effect of the extrusion cycle on the mechanical properties and MFI of polypropylene/organophilic modified layered
silicates nanocomposites [66]

that with the increase in the number of processes, the melt viscosity of the composites also decreased.
Similar behavior was also observed when using pure PP [69]. Moreover, the mechanical properties of
the composites also experience a decrease along with the number of processing cycles. The reason
behind these changes in the compositeis properties was the alterations in the structural properties
during the recycling process. The discoveries from this study are important for increasing the quality
of the recycling process and also improving the utilization of recycled materials in component design.

Polystyrene (PS)

Studies about the effect of recycling acrylonitrile butadiene styrene (ABS), impact polystyrene (HIPS),
and a blend of ABS and HIPS waste were conducted by Brennan et al. [70]. The mechanical and
thermal properties of both virgin and recycled ABS and HIPS were investigated and compared in this
study. The result was the recycling process has an insignificant effect on the tensile strength and
tensile modulus for both ABS and HIPS, which contain a small amount of the two components (ABS
and HIPS) shown in Figure 9 a and b. Nonetheless, the impact strength and also the strain at the break
of the polymer blend were highly impacted compared to the virgin and pure components Figure 9 ¢
and d. These findings reveal that adding a small amount of ABS or HIPS is able to increase the tensile
strength and modulus of the polymer blend after recycling.

Elmaghor et al. [71] used poly(ethylene-co-vinyl acetate) and poly(styrene-b-ethylene/butylenes-b-
styrene) as compatibilizers in a ternary polymer mix made from waste polymers, including polystyrene
(PS), high-density polyethylene (HDPE), and polyvinyl chloride (PVC) by using a single-screw extruder.
The extruded materials were subjected to gamma radiation in order to enhance the compatibility of
the mixed components. The outcome presented was notable, which showed that compatibilizers and
gamma irradiation greatly improved the mechanical properties of the blend. Also, highly enhanced its
impact strength and ductility with a small improvement in its tensile strength.

The impact of reprocessing cycles on properties and structure of PS nanocomposites which contain
5wt.% organophilic clay, marketed as Cloisite 15 A, was studied by Remili et al. [72]. This study ana-
lyzed the rheological, mechanical, and structural properties of the composites after being subjected to
reprocessing cycles and compared them with pure PS samples. As shown in Figure 10, the PS/Cloisite
15A composites had better recyclability and reprocessability compared to pure PS. This difference was
caused by an increase in the molecular weights of the composites after experiencing eight processing
cycles, and then crosslinking occurred [73]. Meanwhile, the molecular weight of pure PS decreased to
around 49% after eight cycles.

Acrylonitrilei butadienei styrene copolymer (ABS)

Boronoa et al. [74] researched the impact of reprocessing cycle conditions on the properties of acry-
lonitrile butadiene styrene (ABS), especially its shear rate and temperature. Two grades of ABS were
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Figure 9: Mechanical properties recycled ABS and recycled HIPS blend [70]

used in this experiment, one with high viscosity and the other with low viscosity. The results showed
there was a distinct behavior between each grade. The high viscosity grade exhibited an increase in
melt viscosity when the number of processing cycles increased. On the other hand, the low viscosity
grade showed a reduction in viscosity as the number of processing cycles increased.

Perez et al [75] investigated the effect of reprocessing towards the mechanical, thermal, and rheological
properties of ABS. The results indicated that melt viscosity and tensile strength were insignificantly
affected by the number of processing cycles. This suggested that ABS performed a good mechanical
recyclability; moreover, adding toughness agents could improve the impact strength after recycling.
The results of this study were aligned with Karahaliou and Tarantili [76], who studied the stability of
ABS that had experienced five extrusion cycles. In their study, ABS was able to demonstrate good
mechanical and rheological stability during the processing cycles.

Another effort to process ABS waste was made by using ABS waste as an additive, and the effect
of additive content on the mechanical properties of the blend was analyzed [77]. The results showed
that adding ABS waste had an insignificant effect on mechanical properties such as tensile strength,
elongation at yield, flexural strength, flexural modulus, and impact strength. Even so, adding more
waste content led to higher values of hardness, melt flow index, and glass transition temperature in the
blend.

Similar research was done by Scaffaro et al. [78], who studied the effect of ABS waste content in
the mixing of virgin and recycled ABS. They also examined the impact of reprocessing cycles on the
mechanical properties of mixed blends. The result showed that the viscosity of the blend was not highly
affected by increasing the content of recycled ABS. However, the viscosity of the blends decreased with
increasing the number of processing cycles which shown by Figure 11a. The mechanical properties
were also affected, which was shown by the decrease of tensile strength, tensile modulus, elongation
at break, and impact strength, along with the number of processing cycles. In addition, Figure 11b
illustrated the small decline in the mechanical properties along with adding more ABS content.

Yeh et al. [79] studied the comparison between ABS/wood composites and composites made with
virgin ABS by utilizing ABS waste as an additive in the ABS/wood composites. A twin-screw extruder
was used to make composites containing 50% wood and also a coupling agent, and characterized
the mechanical properties. The result of the study showed a significant contrast in impact strength
and ductility between recycled polymer and virgin materials. However, the composite properties only
showed slight differences.

Bai et al. [80] investigated the effect of reprocessing on the mechanical properties of ABS/CaCO3 com-
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Figure 11: Effect of the recycled ABS content and number of extrusion cycle (R1, R2 and R3) on (a) MFI and (b) tensile
strength of virgin ABS [78]

posites. The outcome of the study was in low CaCO3 content conditions (less than 10%); increasing
the number of processing cycles caused a decrease in the impact strength of the composites due to
thermal gradation from the rubber phase inside ABS. Nevertheless, in high CaCO3 conditions (greater
than 15%), the impact strength of the composites increased aligned with the number of processing
cycles.

Polylactic Acid (PLA)

Biodegradable polymers, such as PLA, will undergo a thermos-mechanical recycling process during
reprocessing. Thermos-mechanical recycling using reprocessing and reusing PLA material is predicted
could reduce the production energy and also closed the loop of production, as stated in Papong et al[81]
research, compared to recycling method that use incineration and chemical recycling. It is recently
considered as a new end-of-life framework for this variant of polymer. A previous study by Pilin et
al. [82] was able to recycle PLA seven times, including the injection molding process, and detected
a decrease in glass transition temperature from 66 to 57 C. Additionally, the molecular weight also
dropped to 50% after three recycling cycles and the viscosity decreased from 3960 Pa.s to 25 Pa.s
after seven cycles, also the crystallinity increased surpassing 50%. Badia et al. [83] stated that with
the increase of crystallization enthalpy, the chain scission occurs, but the cold crystallization reduced
around 10 C. Moreover, in this research, PLA remains in the amorphous stage during recycling, and
there are no noticeable changes in the functional group, which is observed by FTIR.

Br¢ster et al. [84] found that PLA able to withstand up to 5 successive reprocessing cycles which
include extrusion and compression molding. Furthermore, it was also found that there was considerable
embrittlement of PLA due to a significant decline in its tensile and impact properties. It was found that
the reason behind PLA degradation was chain scission. This process implied the breaking of the
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Figure 12: Melt flow index of PLA and its biocomposites subjected to different reprocessing cycle [86]

polymer chain into shorter chains. The chain breakage found happened randomly along the polymer
chain. When PLA was reprocessed, it undergoes thermal and mechanical stress which stimulate the
breakdown of polymer chains and also lead to a decrease in the molecular weight [85] that can affect
the PLA mechanical properties. Moreover, during elevated temperatures, the thermal energy can snap
the covalent bonds within the polymer chain. This type of degradation commonly occured on extrusion
or injection molding.

Ramos-Hernandez et all [86] studied the effect of mechanical recycling of PLA that mixed with agave
fiber bio composites. The biocomposites were used and mixed by using extrusion with 5, 15, and 30
wt%, and also it was reprocessed eight times. The result of this study indicated that the dimensions of
the fibers were reduced significantly when reprocessing. The most notable reduction happened after
the initial reprocessing cycles, followed by a more gradual decline with each cycle. Figure 12 shows
the result from the melt flow index (MFI) for the PLA and its fiber biocomposites. For plain PLA, the MFI
increased 22%, from 18.7 g/10 min to 22.9 g/10 min after 8 extrusion cycles. This increase was caused
by chain scission from mechanical forces during extrusion, which led to PLA viscosity reduction. On the
contrary, by adding 5, 15, and 30 wt% of fiber in the first cycle caused the MFI to decrease 3%, 26%, and
40% respectively. This decline was linked to the higher viscosity of bio composites along with increase
in the fiber content [87]. After 8 extrusion cycles, the MFI of bio-composites with 5, 15, and 30 wt%
of AF increases by 40%, 65%, and 140%. The presence of the fiber was enhancing the shear forces
during extrusion, was lead to a greater degradation in bio composites with higher fiber concentrations
[88]. Even though the PLA degraded with its fiber during reprocessing cycles, Zenkiewicz et al. [89]
found that the MFI of PLA increased by 194% after 10 extrusion cycles. These studies indicated that
the degradation of PLA and its fiber biocomposites were limited to around 8 to 10 cycles.

The twin-extrusion process is typically used for blending polymers and additives or other components
such as fibers. It utilized heat and shear stresses which caused molecular changes in bio polymers
like PLA [86]. Not only the extrusion process but also external factors such as humidity, light, and
interactions with chemical substances also contributed to PLA degradation. These factors generated
chain scissions and the formation of terminal group like hydroxyl and carboxyl groups which caused
depolymerization [86]. This phenomenon reduces the molecular weight until the material loses its
properties during reprocessing. Amorin et al [90] studied another way in PLA degradation which was
caused by both radical and non-radical, as a result lactide groups were produced as the final products.

Agbakoba et al. [91] studied the effect of the mechanical recycling from PLA waste that contained bio-
composite filaments of nanocellulose fibers collected from rejected products of 3D printing operations.
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SHDN (" DQG DOAMKRHWD®DOXHY GHULYHG IURP (1DQG (" FXUYHV VKRZHG DQ
DQG PROHFXODU RRELOLWLHV >

6IG]GPMRK -QTEGX 8S[EVHW 'SQTSWMXIW 4VSTIVXMIW
(IGVIEWMRK *MPPIV 'SRXIRX%GVSWW 6IG]JGPMRK']GPIW
OXOWLSOHH[WUXVLRQ RUUHF\FOLQJ F\FOHV KD2 H BRERNMWH HZKRER EW B
JUDGXDO ORVVRIPDIJQHWLWH ILOOHU FRQWHQW LQ WKH 3/$ PDWUL[ 3UH’
RQ KRZWKHILOOHU FRXOG EHORVW GXULQJUHSURFHVVLQJ

OHFKDQLFDO /RVVDQG '"HWDFKPHQW

(YHU\UHSURFHVVLQJF\FOHZLOOJLYHKLJKVKHDUDQG KHDW WR WKHFRP:
DQG WKH SRO\PHU ILOQHIDIULQWIHFOHWHRX®G GHWDFK IURP WKH 3/$ PDWUL
ORVW LI WKH LQWHUIDFLDO DGKHVLRQ ZHDNHQV 'HWDFKHG SDUWLFOHYV
RXW GXULQJ WKH KDQGOLQJ 'XULQJWKHLU VWXG\RQ WKHUH H[WUXVLRC
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JLIXUH6(0 PLFURJUDSKV RIlUHH]H IUDFWXUHG VXUIDFHV RI 33 007 VDPSOHV DIWHU D VLC
PDJQLILFDWLRQVRI D 7T DQG E 1 DQG DIWHU H[WUXVLRQ F\FOHaPDJQLILFDWLRQV

> @ REVHUYHG WKDW WKHILOOHU EHIJDQ WR GHWDFK IURP WKH PDWUL[ DI
VKRZV WKH GLIITHUHQFHV EHWZHHQ 33 FOD\FRPSRVLWHIRURQHH[WUXVLI
$IWHU F\FOHV WKHSUHVHQFHRIDODUJHDPRXQWRIGHODPLQDWLRQDQ
FOHDUHU ZKLFKHQKDQFHV WKHGHWDFKPHQW SURFHVV RIWKHILOOHU SL
SDUWLFOHY IBRPSRVLWH DOVR FDQ VORXJK RII $GGLWLRQDOO\ ZKHQ WK
VKUHGGHG DQ\ZHDN LQWHHERXPLOVHEFDQUDYWHH DV GXVW $IWHU VHYHUDO U
WKHVHVPDOO ORVVHV PD\DFFXPXODWH OHDGLQJWR WKHUHGXFWLRQ RI
DZzD\DELWRIILOOHU SDUWLFOHHDFKUHSHDWHG F\FOH HLWKHU OHIW EF
ZKLFK UHVXOWYV 2QIDNDORWHBQHRU WKH QH[W EDWFK RI SURGXFWLRQ

$JJORPHUDWLRQ DQG 6HGLPHQWDWLRQ

$ UHSHDWHG H[WUXVLRQ F\FOH FDQ PDNH WKH QD Q@R DB WR FSOCHUMWL A Q B W
SXOO HDFK RWKHU GXH WR PDJQHWLF IRUFHDQG 9DQ GHU :DDOV IRUFH L
ZKHQ WKH SRO\PHU PDWUL[ YLVEFRVLW\ GURSY GXH WR WKHUPDO GHJUD
DUH PRUH GLIILFXOW WR NHHS VXVSHQGHG LQ WKH PROWHQ 3/$§8PDWUL[
UHSRUWHG WKDW ODUJH RUFRQFHQWUDWHG SDUWLFOHV PD\ SUHFLSLWLE
EHFRPHVD VHGLPHQWDWLRQRIWKHILOOHU SKDVH ,Q WKHFRQWH[W RI UF
GRZQLQ WKHKRSSHURUDW WKHERWWRPRIDQH[WUXVLRQ IORZ WKH VDI
SDUWLFOHV 7KLV SKDVH VHSDUDWLRQ CHBB ¥ WHRQIVALO RQUHWEH LIQOWRH
RULJLQDOO\ SUHVHQW EHFDXVH LQ HDFK F\FOH D IUDFWLRQ RI ILOOHU L
PHDQV WKDW DBZDUWW.RMWMKFNHG LQWR FOXPSV WKDW PLJKW VWLFN LQ WKH
LQWR WKH QHZ PHOW ZKLFK FRQWULEXWHV WRIEOQHHSDHWIWBE GRVC
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WKH SURGXFWLRQ SURFHVV LI WKH PDWUL[ FDQTW KROG WKH ZHOO OHDC
GLVWULEXWLRQLQ WKHUHF\FOHG PDWHULDOV

7TKHUPDO '"HIJUDGDWLRQRI3/$DQG ,QWHUIDFH

7KH GHJUDGDWLRQEHKDYLRURI3/$ GXULQJUHF\FOLQJKDVEHHQ ZLGHO\
DWXUH HIITHFWV B6HYHUDO VWXGLHV HPSKDVL]H WKDW 3/$ H[KLELWV UHOTL
EHORZ DSSURPORDVBHEBYLRXV VWXG\ UHSRUWHG WS8R OW G /B IR OHWRAHGZ D V
H[WUXGHU PDLQWDLQHG PROHFXODU ZHLJKW DQG YLVFRVLW\ YDOXHV FR
LQGLFDWLQJ PLQLPDO BKDtRZWNHWY LRWQSURFHVVLQJ WHPSHUDWXUHV LQ
SRLQW VLJQLILFDQW GHJUDGDWLRZ) EHBRAHPORRUH @ LJWUROWK ISBWU YLV FF
REVHUYHG ZBRICOMO® 3/$ JUDGHV H[KLELWHG D GUDPDWLF ORVV LQ YLVF
ZHLIJKW UHGXFWLKRY +V FRQVLVWHQW ZLWK RWKHU ILQGLQJV LQ WKH OLV
DV .KDQNUXD HW DO QRWHG WKDW 3/$ LV HVSHFLDOO\ YXOQHUDEOH WR V
VXEVWDQWLDO FKDLQ VFLVVLRQ RFFXUULQJLQ WKH @ JF&RIMHVNLIQN W |
WLPH DOVR SOD\V D FULWLFDO UROH 3/$ PD\HQGXUH VKRUW H[SRVXUHV I
SURORQJHG UHVLGHQEHGVAPGI O HYE WBRWLIJQLILFDQW PROHFXODU EUHDN (
E\D YLVFRVLW\GURSDI®HU RQH KRXU >

:KLOH WHPSHUDWXUH SOD\VDQ LPSRUWDQW UROH LQ 3/$ GHJUDGDWLRQ
HITHFWV DORQH GR QRW IXOO\H[SODLQ WKH GHJUDGDWLRQ PHFKDQLVPYV
IRUFHV JHQHUDWHG E\ VKHDU IORZ ZLWKLQ HIWUXGHUV KDYH EHHQ VKR ZC(
9HOJKH HWaDKOL JKOLJKWHG WKDW VKHDU DQG SURORQJHG VWUHVVHV LQ W
FKDLQ VFLVVLRQLQ3/$ LODGGLWLRQWRJIJHQHUDWLQJKHDW WKURXJK YL
DVVKHDUKHDWLQJ 7KHVHILQGLQJVVXJIJHVW WKDW WKHGHJUDGDWLRQ £
UDWKHU E\ WKHUPRPHFKDQLFDO IRUFHVY ZKHUH ERWK KHDW DQG PHFKDQ
PROHFXODU GHJUDGDWLRQ

7KLV WKHUPRPHFKDQLFDO SHUVSHFWLYH LV IXUWKHU VXSSRUWHG E\ VW
VWUHVYV XQGHU YDULRXV SURFHVVLQ®FRRKRZHGLR QD WEX H 8 X E MMWFIWCH G WR
DQG HOHYDWHG WHPSHUDWXUH LQ DQ R[LGDWLYH HQYLURQPHQW GHJUD
SURFHVVHG XQGHU PLOGHU FRQGLWLRQV RULQHUW DWPRVSKHUHYVY ORU
"SULQWLQJILODPHQWV IRXQG WKDW IDVWHU GUDZ VSHHGV ZKLFK LQFU}I
LQ ORZHU ILQDO PROHFXODU ZHLJKWV LPSO\LQJ WKDW PHFKDQLFDO VWL
PRGHUDWH WHPSBUDWKVYHVWHVYVXOWY VKRZ GHJUDGDWLRQ PHFKDQLVPV L
LPSRUWDQFH RIFRQVLGHULQJ ERWK WKHUPDO DQG PHFKDQLFDO SDUDPF
DQG ORQJ WHUP SHUIRUPDQFH RI3/$ EDVHG FRPSRVLWHYV

ORUHRYHU UHSHDWHG UHSURFHVVLQJ F\AFOHV FRXOG UHGXFH WKH 3/$TV
ILOOHU SDUWLFOHYVY ,Q DGGLWLRQ DQ\ WXUUDXWHD® W R D IMX G LD/FISHH B R GR (
GHJUDGH DW HOHYDWHG WHPSHUDWXUHV $V D UHVXOW DGKHVLRQ EHW.
ZLOOGHFUHDVHDIWHU VHYHUDO UHSURFHVVLQJ F\FOHV ,Q WKHSUHYLR?>
PD\ORVHWKHLQWHUIDFLDO DJHQWYV RUSRO\PHU EUHDNGR&Z Q(YZKQFK OHD
WKRXJR )HY WKHUPDOO\VWDEOHDQG ZLOO QRW GHFRPSRVH DW 3/$ SURFF
DURXQG LW PD\ GHJUDGH RU IRUP YRODWLOH VXEVWD QF 50 UWM(DFD BR W H (
7TKHUPDO GHJUDGDWLRQ DOVR LQWURGXFHYVY PLFUR YRLGYVY RU FUDFNV LQ
WKH 2HSDUWLFOHY QHDU WKHVH FUDFNV WR EH ORVW 7KXV UHSHDWHG"
ILOOHU SDUWLFOH ORVV EA\GHJUDGLQJ WKH PDWUL[PDWHULDO

)JIIGX S3*IMPPIVW 8S[EVH 4SP]QIV 4VSTIVXMIW

1RW RQO\ PXOWLSOH H[WUX\2L BQ® B WIORHOHEX\WWKE )KDV QHIDWLYHO\ LPS
PDWUL[ 7KH DGG2ZWIQR\RRWVKH 3/$ PDWUL[ ZRXOG DOWHU WKH WKHUPDO G
FRPSRVLWH (DUOLHU UHVHPRUIRIOHB SSRY WYWAKDMW KW O\ ORZHU WKHUPDO
LV VKRZQ E\ WKH HDUOLHU GHJUDGDWLRQ SURFHVV BRREDHBIGHE RVSODWH
3/$1V GHFRPSRVLWLRQ WHPSHUDWXUHWEBFHBD VB GVEMD)H 7*$ GDWD WK
SXUH 3/$ EHIJDQ WR GHFOLQH VLJGILICFD @QWDJIIKOW RRYE SRLQW ZKLOH 3/$
YH2 FRPSRVLWH EHJDQ @R GH)U DG DWLRQ WKH WHPSHUDWXUH DW Z
WKH PD[LPXP GHJUDGDWLRQ WHPSHUDWXUH DOVR GHFUHDVHG 7KLV WU}
VWDELOLW\ SURSHUWERHV7KIH3PIDZ QWKHIH/ R Q2L 0 FVWK\D YV) B GHSRO\PHUL]DW
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FDWDO\WW ZKLFK FDQ DFFHOHUDWH 3/$ GHJUDGDWLRQ 7KH VXUIDFH RI
PRLVWXUHV RUK\GUR[\OJURXSYV DOVR LURQ R[LGHV FDQ@®@RW B BALIOD.\\H H
SDFWLYH VLWHWXRIQDHH FRXOG DFW DV GHSRO\PHUL]DWLRQ FDWDO\VWV W
RI'3/$ %DVLFRO®URMHLGHYV D VXUIDFH IRU WKH 3/$ FKDLQ WR EUHDN PRUH
HDUOLHU WKHUPDO GHJUDGDWLRQ IURP WKH SRO\PHU PDWUL]

ORUHRYHU KHDW FRQGXFWLRQ HIITHFWV DOVR FRQWUREKIWHRNLRKHRW\PHU
WKHUPDO FRQGXFWLYLW\FRPSDUHG WR 3/$ :KHQ GLVSHUVHG LQ WKH SRC
GXFWKHDWLQWR WKHPDWHULDOYVLQWHULRUIDVWHU 7KLV FDXVHV WK
IDVWHU GXULQJ 7*$ FKDUDFWHUL]DWLRQ ZKLFK PDNHV WKH ZHLJKW UHC
SXUH 3/$ ZKLFK PD\UHWDLQ PRUHKHDW RQ WKHPDWHULDOTWVXUIDFH $
VKRZHG WKDW HYHQ WKRXJK FDUERQ QDQRWXEHYVY DUH DEOH WR LQFUHD\
ORDGLQJVY DW KLJKHU ORDGLQJV WKH WKHUPDO FRQGXFWLYLW\RI WKH
FHVVGXHWRWKHKHDW WKDW ZDV FDUULHG LQWR WKHLQVLGH SDUW RIW
> @

JH2 ILOOHU SDUWLFOHV DOVR DIIHFW WKH WKHUPDO WUDQVLWLRQV RI 3/
QDQRSDUWLFOHV FDQLQFUHDVHWKHJODVV WUDQVLWLRQ WHPSHUDWXU
LQGLFDWLQJ WKDW WKH SRO\PHU FKDLQYV PRELOLW\ ZDV UHV@WULFWHG |
7KH FLWHG ZRUN QRWR QW RBRWIALWIKF)YHHV D5 E&H ¢ OW KKIW/AQ\LR/ILIKHU WKDQ -
3/$ DURXQG0 C 7KH VWLIIHQLQJ HIITHFW LV QRW DO ZD2VUWRAJIY DIV BDIQ &y EKW
E\LQKLELWLQJ WKH SRO\PHUZF KOIOL\VRPIR YHHIFPW IQQW WHKH FU\WWWDOOL]DWLRQ
VWXGLHG E\<X®WREYHUYHB WBDWD)HOHVY KLQGHUHG WKHFROG FU\VWDOO
WR D ORZHU GHJUHH RI FU\VWDOOLQLW\

-QTEGX SR 1IEKRIXMG 4VSTIVXMIW SJ1EXIVMEP

ODJQHWLF SURSHUWLHARRIBVYELWHY WHQG WR GHFUHDVH ZKHQ H[SRVHG W
SURFHVVHVY GXULQJ UHSURFHVVLQJ ,Q WKHILUVW IHZ F\FOHV WKH PDJQ
VLIQLILFDQWO\RQO\LI WKHILOOHU LV VWLOO LOQWDFW ZHOO LQVLGH WK
GDPDJHG UHVHDUFKHUV REVHUYH D GURS LQ VDWXUDWLRQ PD@QHWL]DW
7KLY GHFOLQH LV FDXVHG E\ SUHYLRXVO\ PHQWLRQHG IDFWRUV VXFK DV
ORVV RIPDIJQHWLWH FRQWH QW F PQROCONRVAIRQD PHIH WKH 3/$ GHIJUDGDWLR
LQJWRDSUHYLRXV VWX@ EKKRKIRHIXOW ERQHG WKDW DGGLQJ RILURQ ¢
WKH LQLWLDO 3/$ GHFRPSRVLWEIRQ WHESHUQ@PGLQUHVIRIVHVWY WKDW 3/$% Z
JH2 ILOOHU SDUWLFOHV PD\H[SHULHQFH SURSHUW\ FKDQJHV IDVWHU WK

,Q SUHYLRXV UHVHDUFK WKH VWXGLHV IRXQG W K®M W K ACPH\ @ B WH.H DSQUIR
DIWHU VHYHUDO WKHUPDO RU PHFKDQLFDO SURFHVVHV 2[LGDWLRQ KD\
VRQV ODJQHWLWH QDQ@MR SCOUVRA@GHYH WR PDJKHPLWH HYHQ DW DPELHQW
WLPH ZKLOH EXON PDJQHWLWH EH220@V>W KaH R KIUG MW MRICH DH] RYUQKE® LR Q S U
ZKLFK KDSSHQHG W\S22P[TO@UDBWS WKH R[LGDWLRQ SURFHVV PD\ RFFXU V
EXW DFFXPXODWH DFURVV PXOWLSOH KHDW KLVWRULHY 5HVHDUFKHUYV
WLRQ GHFUHDVHV GXH WR R[LGDWLRQ FDXVHG E®@D QQID DK IDQ RRIHHDOND. @\
SRWHQWLDOO\KDSSHQ WRWKHPDJQHWLWH SDUWLFOHV ZKLFK FDQ OHDG
LQ 3/$ FRPSRVLWH HYHQ WKH PDJQHWLWH SDUWLF@HV FDQ EH R[LGL]HG L

,Q FRPSRVLWHV DIWHU WKH UHF\FOLQJ SURFHVV WKH SUHVHQFH RI R[\J
RI )2 SDUWLFOHV ORUHRYHU LI SRO\PHU GHJUDGDWLRQ SURGXFHV D E
UDGLFDOV RUHYHQDFLGV LW FDQ IXUWKHU R[LGL]H RUFRUURGH WKH )H
PDJQHWLWH R[LGDWLRQ GXH WR UHSURFHVVLQJ ZDV DOVR IBX®@G LQ RWK
ILOOHU %XNRZV@DLOWVEKG LY UHVHDUFK WULHB WERUWNDLFFDOSAAK D IDWHKH SAUKRIV)H
VKHOO FRDWLQJ EXW ODWHU IRXQG D SRUWLRQ RI PDJQHWLWH VWLOO R]
FRDWLQJ ZKLFK ZDV LQGLFDWHG E\ XVLQJ VSHFWURVFRS\ DQG REVHUYL
YLIXUH

-QTEGX SR1IGLERMGEP 4VSTIVXMIW
5HF\FOLQJ 3/$ EDVHG FRPSRVLWH FRPPRQO\GHJUDGHV WKH PDWHULDO S
LQFUHDVHYVY OHFKDQLFDOO\ SXUH 3/$ FDQ HQGXUH UHSURFHVVLQJ F\FO
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JLIXUHOLFURSKRWRJUDSKY SLFWXUH RI*0$ EDVHG SRO\RHDQE FU RBIDUKEHBEOHY $ ZLWKR

$IXHUR HW @0 L WKHLU VWXG\ IRXQG WKDW 3/$ FDQ KDQGOH XS WR F\FC
UHODWLYHO\ VLPLODU WHQVLOH VWUHQJIJWK DQG PRGXOXV +RZHYHU E\
EHFRPHVY PRUHEULWWOH $JXHURHWDO DOVRIRXQG WKDW DIWHU IRXU
ORVW RYHU 5HF\FOHG 3/$ RIWHQ UHGXFHV WKHUPDO VWDELOLW\ GXH
WKHIRUPDWLRQ RIORZHU PROHFXODU SRO\PHU IUDFWLRQ ,WZDV DOVR I
DQG WKHUPDO FOHDYDJH ZKLFKPHDQV WKDWDIWHUHDFKUHSURFHVVLQ.
WZDVHYLGHQFHG E\WKHPHOWIORZLQGH[YDOXHLQFUHDVHDQG GHFUFE
VHQWHG LQ )KIXIKHU 0), YDOXH QHIJDWLYHO\LPSDFWV WKHILODPHQW PDN
EHFDXVHLWPDNHVWKHPDWHULDOKDYHDPRUHOLTXLGVWDWHDQGKLQC
VKRUWHQLQJ DOVR OHDGV WR WKH LQFOLQH RI FU\VWDOOLQLW\ XSRQ FR
PRYHDQG SDFN PRUH HDVLO\ LQWR RUGHUHG FU\VWDOV ,Q DGGLWLRQ |
UHF\FOHG 3/$ EHFRPHPRUHEULWWOH ZKLFKLVDQ XQGHVLUHG FRQGLWL
LOQDGGLWLYHPDQXIDFWXULQJ

JRXVETTIH 7SPZIRX

'XULQJEDWFKPDNLQJ WKHUHLYV SRVVLELOLW\WKDW WKHVROYHQW PD\H
RI WKH UHDVRQV LV WKH LQVXIILFLHQW GU\LQJ SURFHVV HLWKHU GU\LQ
DGU\LQJ WHPSHUDWXUH EHORZ WKH VROYHQW ERLOLQJ SRLQW PD\ FDXV
WKH VROYHQW VWD\LQVLGH WKH PDWHULDO $QRWKHU UHDVRQ LV WKH K
SRO\PHU SHOOHWV 7DPQ@DR®RGIWIKIDW WKH PL[WXUH EHFRPHV YHU\ YLV
GLVVROYHG XVLQJ '&0 GLFKORURPHWKDQH ZLWK KLJK FRQFHQWUDWLRC
VROXWLRQ VORZV WKH GLIIXVLRQ SURFHVV RI WKH VROYHQW DQG OHDGV '
HQWUDS WKH '&0 LQVLGH 7KH RXWHU OD\HU RI 3/$ VROLGLILHV EHIRUH W
WKH UHPDLQLQJ VROYHQW LQVLGH WKH PDWUL[ (QWUDSSHG '&0 FRQWUL
SURSHUWLHY 3KDHFKDPXG DQ Ga&&HWR Q WWIKIDWHG WK W '&0 LQLWLDW H\
SKDVH VHSDUDWLRQ D SULPDU\ PHFKDQLVP RI SRUH IRUPDWLRQ GXULQ
VWUXFWXUHY QHIJDWLYHO\LPSDFW WKH ILQDO 3/$ PDWUL[TV PRUSKRORJ
7R SUHYHQW UHVLGXDO VROYHQW HQWUDSPHQW LW LV FUXFLDO WRLPSO
EDWFK PDNLQJ SURFHVV
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JLJXUHOHOW )ORZ ,QGH[ 0), UHVXOWV IURP GLITHUHQWUHSURFHVVLQJ F\FOHV



1EXIVMEP 4VITEVEXN
'LEVEGXIVM”*E X

1EXIVMEP 4VITEVEXMSR

7KH VDPSOHV XVHG LQ WKLV UHVHDUFK DUH QHZ VPDUW ILODPHQWV FRPE
QHWLF SDUVZL FIDHY PXYOWLSOH UHF\FOLQJ F\FOHV 7KH LQWHQGHG UDWL
ZW $ OLQHDU SURGXFWLRQ I0RZAKHVIORZF RQ YILMWWRI PDWHULDO SUH
PHQW PDNLQJ 'SULQWLQJ DQG FKDUDFWHUL]DWLRQ

7KH PDWHULDO PDNLQJ SURFHVV EHIJLQV ZLWK PDWHULDO SUHSDUDWLRC
PDIJQHWLF SDUWLFOHYV ZLWK 3/$ 6HFRQG D ILODPHQW PDNHU PDFKLQH L
SULQWLQJ 'XHWR WKHH[WUXGHG UHVXOW WKHILODPHQW ZLOO QRW EH
VWHS LY SHUIRUPHG E\FXWWLQJWKHILODPHQW LQWR VPDOO SLHFHV DQG
FKLOQHWRPDNH WKHQH[WEDWFKRIILODPHQW VLPXODWLQJWKHLQGXVW
)LQDOO\ PDWHULDO FKDUDFWHUL]DWLRQLVHYDOXDWHG

JLIXUH5HVHDUFK )ORZ

1EXIVMEP
3/$ SHOOHWYV FRPPHUFLDO JUDGH ,QJHR " IJURP 'HYR 8WUHFKW 1/ |
ODIJIQHWLF SDUWLFOHVDQG GLFKORURPHWKDQHDUHREWDLQHGIURP 6LJI
NH\SURSHUWLHV RI WKHVH PDWHULDRN YX$HS\CKRHAQKLIDY 7HPERHLGHG WKLV L

ODWHULDO SUHSDUDWLRQIROORZV D FKHPLFDO SURFHVYV 3/$LVGLVVROY
OLTXLG WKHPDIJQHWLWH SDUWLFOHY DUH WKHQ SRXUHG DQG PL[HG )RU
FKRVHQEHFDXVHRILWY H[FHOOHQW VROXELOLW\IRU3/$DQGORZERLOLC
ULVN® 1H[W WKHPL[WXUHLVY GULHG GLUHFWO\LQVLGHWKHPL[LQJYHVYV
SRXULQJDQG UHVLGXDO PLIWXUH WKDW VWLFNV WR WKH ZDOO RIWKH YH)\
GXH WR WKH UHGXFHG VXUIDFH DUHD IRU VROYHQW HYDSRUDWLRQ VR W
DERYH '&0TV ERLOGRQC SRRLQWMBPXWY LQ D YDFXXP RYHQ WR HQVXUH WKH FR!
UHVLGXDO '&0 $IWHU WKH VROYHQWelY HY DR B RIBD®/ HR OCRADY/G X0 H G

RXW RI WKH YHVVHO DQG VKUHGGHG WR REWDLQ D PP SHOOHW VL]H WK
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3/$
"HQVLWmh> @
<RXQJTVORGXOXV[>03D@
7HQVLOH 6WUHQJWK >*3D @
OHOWLQJ 7THPSH& DWXUH >
*ODVV 7TUDQVLWLRQCI@®PSHUDWXUH >
ODJQHWLWH
3DUWLFOH VL]H —
S5HVLGXDO IOX[ GHQVLW\ >F @

'&0
"HQVLWh> @
%RLOLQJICG@LQW |>

7DEOH ODWHULDO 3URSHUWLHV 3/$ PD@QH& L¥aH DQG '&0 >

'"HYR ILODPHQW PDNHUWaP DFKY QEHY WKH UHFRPPHQGDWLRQ IURP WKH 'H
PDQXIDFWXUHU D SHOOHW VL]H RI PP LV DOVR FKRVHQ EDVH@ RQ WKH |
DV LWKDV EHHQ IRXQG WR SURGXFH KLJK TXDOLW\ILODPHQW RXWSXW DI
VKUHGGHG PDWHULDO LV VLHYHG WR HQVXUH WKDW WKH SDUWLFOH VL]
GHYLDWLRQ IURP WKLV VLIHPD\OHDG WRLQFRQVLVWHQW PDWHULDO IOR

AVITEVEXMSR 4VSGIWW

JLUVW WKH YROXPHRIGLFKORURPHWKDQH '&0 LV FDOFXODWHG EDVHG |
PLQHG E\ XVLQJD UHODWLRELRKGXYWERQYWKH ZHLIJKW RI'&0 ZLWK LWV Z}
DQGPXOWLSOLHV WKH ZHLJKW SHUFHOWB\ WRH3ZHBH LJXW XYBWXROQHG RI3/$ .
VgrpUHSUHVHQWY WKH YROXPH RdpL&0W R IHOGH. @V MR BO@EsobV WK H

3/$ ZHLIJKW SHUFHQWDJH WKDW LV XVHG LQ WKLV H[SHULPHQW ZKLFK LV
LV XVHG DQG EDVHG RQ WKH FDOFXODWLRQ PORI'&0 LV QHHGHG IRU }
WKLV WKHVLY WZR EDWFKHVY DUH XVHG WR PDNH WKH ILODPHQW VDPSOH\

_ ZWhsop
Msod Verp CF 7 Wsonp

7KH IXPH KRRG LV XVHG WR SURYLGH VDIHW\ ZKLOH XVLQJ '&0 VROYHQW
PHDVXUHGLQVLGH WKHIXPHKRRG XVLQJDJODVVEHDNHU 7KHEHDNHULYV
SODWH IRU VWDELOL]JLQJ SXUSRVHV $ PHFKDQLFDO PL[HULV XVHG ZLWK
LVVHW WRD FHUWDLQ VSHHG WR FUHDWH D VOLJKW YRUWH]

1H[W KDOIRIWKH3/$LVIJUDGXDOO\DGGHG WR HQVXUH WKHPL[WXUH GRH
PHFKDQLFDO VWLUUHU LV DGMXVWHG WR SUHYHQW WKH 3/$ SHOOHWYV IU|
KLQGHU WKH GLVVROXWLRQ SURFHVV E\UHGXFLQJWKHVXUIDFHDUHD RI ¢
ILUVW KDOI RI 3/$ZLOO EH GLVVROYHG LQ DURXQG WKUHH KRXUV 'XULQJ
EHDNHULV FORVHG WR PLQLPL]JHVROYHQWHYDSRUDWLRQ

2QFH DOO WKH 3/$ KDV GLVVROYHG WKH VSHHG RI WKH PHFKDQLFDO PL[L¢
ZKLOHWKHUHPDLQLQJ3/$LVIJUDGXDOO\DGGHGLQRUGHUWR SUHYHQW D
SURFHVV WDNHV DSSUR[LPDWHO\ WKUHH KRXUV $IWHU WKH 3/$ KDV IXO
PDJQHWLWH LV PHDVXUHG XVLQJ D FDOFXODWLRQ WKDW GLYLGHV WKH Z
PDJQHWLWH ZHLJKW SHUFHQWDJH WKHQ PXOWLSOLHV WKH UHVXOW E\ W
7KLV UHODWLRQVKLS LV VKEEQRA#R (TXOWHRHQWY WKH UHTXLUHG ZHLJKW
JUDPWy, LVWKH ZHLJKW RI3/$ JUDPV DQGZW GHVFULEH WKHGHVLUHG
ZW
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7TKHQWKHPDIJQHWLWHLVY VORZO\DGGHG WR WKH 3/$ PLIWXUHGXULQJ WKH
IRUDSSUR[LPDWHO\RQHKRXUWRHQVXUHWKHPDWHULDOLVHYHQO\GLV
EHFDXVH LW FDQ FDXVH PDJQHWIIQV 2 QBHORAHQYQDWL RRPSOHWH WKH EHD
XQFRYHUHG DQG WKH PL[LQJ VKDIW LV UHPRYHG IURP WKH PL[HU WKH YV
DOORZWKHUHPDLQLQJ PL[WXUHWR GULS EDFN 7K&ICHDR/HED SRDBMWH. V
WKH VROYHQW 7KHPL[WXUH ZLOO VKULQN DQG GHWDFK QDWXUDOO\ IURI
1RW RQO\ VROYHQW GU\LQJ SURFHVV LV DOVR LPSRUWDQW WR SUHYHQ\
EHFDXVH ZDWHU FDQ WUDQVIRUP LQWR YDSRU OHDGLQJ WR EXEEOHV LQ
TXDOLV®A >7KLV KHDWLQJ SURFHVV WDNHV DSSUR[LPDWHO\ KRXUV

$IWHUHYDSRUDWLRQ F¥OHAMRFREFOMUWHHALY/WHPRYHG IURP WKH EHDNHU JOEL
WKH YDFXXP RYHQ IRUDQ D&GGCWILRRBDDG KRDWN DA UHVLGXDO '&0 7KH R®
WKLY VWHS VKRXOG EHHTXLSSHG ZLWK YHQWLODMWERQ WHRHADKVAFROAHW 12 MG_H
UHSUHVHQWDWLRQ RIPDWHULDO SUHSDUDWLRQ SURFHVYV

JLIXUH6FKHPDWLF RYHUNeLB ZFRRBERVLWH PDWHULD@SUHSDUDWLRQ >

/LVIHHMRK ERH 7MIZMRK

7KH5 *UDQXODWRU ZKLFK LV MRRZQ LQQXY¥XWH- DO JUDGH PDFKLQH GHVI
UHF\FOLQJ 5 *UDQXODWRUFDQ SURFHVYVY YDULRXV PDWHULDOV LQFOXC
VROLG EXOR3IINSRMWKH SUHYLRXVY EDWFK PDNLQJSURFHVV LV VKUHGGHG
7TKHILUVW VWHS RI WKHVKUHGGLQJ SURFHVY LVQOWRDWK I K RRESHHMRBOQ G/ KX
WKHPDFKLQH 7KHVH PDWHULDOV DUHIHG WR WKH FXWWLQJFKDPEHU ZK
WKH PDWHULDO VL]H $IWHU WKH PDWHULDO LV VPDOO HQRXJK LW SDVVH
WKHFROOHFWLRQ ELQ

6HFRQG VLHYLQJ LY FRQGXFWHG 7KLV SURFHVV LV UHTXLUHG WR HQV>
PDNLQJ SURFHVV GXH WR WKHUHTXLUHPHQW RID 'HYR)LODPHQW PDNHU
LPXP SHOOHWavVL]Q WKLV UHVHDUFK WKH VLHYLQJ SURFHVV LV FDUULHC
EDVLF PDFKLQH DV VKRZTKIHQVLHXU®J LV FRQGXFWHG LQ VWDJHV XVLQJ YV
PP —P DQG —P 7KHLQLWLDO ZHLJKW IRM VKUBGBRH E BYWK)B SODVW
EDJ ZHLJKW R JUDPV 7KHUHVXOWY RI WKHVLHYLQJ SURFHVV DUH DV
VLHYH JUDPV IRUWKH PP VLHYH JUDPV IRU WKH —P VLHYH Ju
DQG JUDPV IRU SDUWLFOHVY VPDOOHU WKDQ —P

7KHYLUJLQILODPHQW SURGXFHGLQ WKLVVWXG\ UHIHUUHG WR DV %DW FK
REWDLQHGIURP WKHEDWFK PDNLQJ SURFHVV 7KHVKUHGGHG PDWHULDO
PDWHULDO VL]H ZLWK D PLQLPXP VL]JH RI PP 7KHVH SDUWLFOHYV DUH V
ILODPHQW PDNHU IHHGHU WR SURGXFH WKH LQLWLDO ILODPHQW )RU WK|
WKLUG IRXUWK DQG VR RQ WKHPHWKRG IRU  VKUHGGLQJ DQG VLHYLQ.
XQQHFHVVDU\ PDWHULDO ORVV DQG WR REWDLQ XQLIRUP SHOOHW VL]H V
SLHFHV DV VKRZQ LTIX)LM RUWKRG PDGH LW SRVVLEOHWR JHW PDWHULDO S
HQVXUH FRQVLVWHQW IHHGLQJ LQWR WKH ILODPHQW PDNHU ZLWKRXW WK
WKHPHFKDQLFDO VKUHGGHU 7KH PDQXDO FXWWLQJPHWKRG FRXOG DOV
UHSURFHVVLQJ GXH WR WKH OLPLWHG DPRXQW RI PDWHULDO DYDLODEO
PHWKRG LV WKDW LW LV KLIJIKO\ WLPH FRQVXPLQJ HVSHFLDOO\ ZKHQ SU}
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