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Factors affecting the swelling of wood plastic composite
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Abstract

The purpose of this research is to determine the optimal condition of factors which can minimize the
swelling of wood plastic composite. The first experiment, 2% Practional Factorial Design with Resolution
IV is used to screen 6 factors which cause the significant affecting the swelling of wood plastic composite.
Six factors are a type of WPC, screw speed, temperature in feed zone, temperature in center barrel,
temperature in front barrel and temperature in die. After getting the result, 2 with 2 replicates design is
used to define optimal condition of factors which can minimize the swelling of wood plastic composite by
using General Linear Model for analysis. Then, the optimal conditions are used to assure for result of
experiment by repeat 5 times. According to experiments above, the optimal condition in product
manufacturing are as follow; HDPE+WPC 2.5%, screw speed 2 RPM, temperature in feed zone 140°C,
temperature in center barrel 175°C, temperature in front barrel 175°C and temperature in die 185°C.

Keywords : Extrusion, Wood Plastic Composite, Die, Swelling



Ladkrabang Engineering Journal, Vol. 29, No. 2, June 2012 25

1. Unin

11/sznounarafn(Wood Plastic Composite :WPC)
I { A g
WumaTuTadmfatulurimsgaaivnssu lduag
wanaanluaratszmauuiund) uadeneudnaln

dusulszmalne 3 wee  do'ldiuilunisiie

v
anuinaluaens I nagramswaradniniszau

o

@ Y a I a @ o Id? =
syunu M ldinalunaasam luyuu Tang WPC 3

Y oA ' v a v =
VDA A ANNUADTNTINLLIAADN N@WfalﬂTiGLG]f\ﬂuuWu"Uu

A a [

Y a T Y a

Waeuny ldmusssvna Taelinelinana nszny

aedauandenmslszyunisthled 1 2545] a9

¥ Y
nszuIuMsTugl WpC udeserdediuilszneunin
Y

w17 idee W1IIWAUNAIAAN 1¥U Polystyrene (PS),

Polyethylene (PE), Poly[vinyl chloride] (PVC) ilag
& 3 N4

Polypropylenc  (PP) iiludu mnldlunisyugl) dmsy
dgl 42‘ 9 an 1 a o

msIuzl wee ansatiugl ldnareismsisudenny
dgj a Q'l L} v A

msvugUnaraanTasina il wu nszuaunisoasa

. &
(Extrusion) dudu

o W

!%1111ﬁﬂ1/]‘1.|1‘1/]ﬁ1ﬂi1]1u3\1ﬂ13

5]

lagiiu WeC

421 a < " A =
qmﬁmﬂﬁmugﬂwmﬁ@mﬂuammm LUBNIINY

Y

v = o Y o
mmmﬂmi‘ﬂfnzunamnmaamﬂmmﬂigﬂ‘luﬂaum

a

I41)52 Toand nazdosnsnaziin WPC smaununis 1y
Y a A a o 4
19959 1NOANMUAINUUDIHAAT UM HAZAIANIN

A 9 a £ d?l Y @
mmmmmu"lmsq “]Nﬂﬁ"’llugﬂﬂﬁﬂﬂizﬂ’luﬂﬁﬁﬂ

v

A o & A Aa v 3
iﬂuum.]uﬂi3‘]J3uﬂ151’l!1]1!°ﬂuﬂllll1ﬂ LL@]?JlehliﬂﬁnJ

421 Y as v A A @
ﬂﬁﬂluz‘ﬂ WPC A835N3EVIUNTOATANHUDUNUNT

=KX A

d? a k2 [ o
Yusiwaradndlrenszuiunisoasalagnaly Fad

Q

= @

A a o sy Y o
YN ﬂawamnmmﬂﬂmﬂﬂizmumiamﬂ uny

D

=e

[ Y
yuanazylsisluaseadundivua wenainiinis
AIVAUNTOATARI WPC §3g981nn1 illorfieuiuns
FasadrenaafnuANeIe1uAe) 1o Inaniang

' A o o g
Tvaves WPC  anamnwanadn aaiulasanisiiiiy
msAnyImilatenainanonIsUINGIVDI WPC 1l

¥ lunN1T AN UAFN1ILMTRINUNHNILAUADNS

nanliinueusosesiuilymivesnszuiunson

2 A a Y 12 4
saninanms e WPC AdNa1)

=) Y

S
2. NYHYNNYIVDI
2.1 msvugfIflszneuwaradin

7 o & a ' 2
Lﬂ‘lﬁﬂiu1Lllﬂﬂ?Jlle’)ﬁﬁ1ﬂN1uﬂ53‘]J'JUﬂ155U'uzﬂ

A v o a o  JAA ' v
"]ﬂ!ﬂﬂﬁ”]GI,WL‘I_I1!Waﬁﬂm“ﬂﬂﬂiﬂﬁﬁﬁ1ﬂﬂ’ﬂﬂﬂ@ﬂﬂ1i

1]

v
9 X2

] A a A
Fanszurumsndenldlunisvugl wec Ao

v A o [ d' [ cs' 9
NSZUIUNTOATA d1m5uATeinsnIFlunszuIums

' A o o

o A = £ A v A
AR 13007 UAT090A5 A (Extruder) ¥91AT0I0AT A
] I 1Y J 4 v A
ansandalailu 2 Uszanndng 1dun inTeednsa
- A o
wuUangtAeI(Single Screw Extruder) LAZINTOI0ATA
Y £
HUUaNgA(Twin Screw Extruder) Lmal,umiﬂ?jugﬂﬁumm
a [l (Y Y A v A
vosgaamnssunaaanaIuluginez 14501003 a

S d' 9 1 =
HUVANF LAY LUBINIINTINIYN T%arudre nazll

'
= ) 12

numMuguiiefisunuinietdasasiaoy d1u5u
4

=

av A ¥ A v A = A <3|
\3’]1!1]?!]Elui]gshﬂﬂiﬁ)\‘i@ﬂiﬂLL‘]J'UE‘TﬂELﬂEJ’J AIGRERLISIAT!

wiosminnlylumsnases§iinasa[i2]

v A

11A3098A3AUUVANIAYY

=h.

31
NTZUIUNITOATALTUIIANITIANNINAIAAN
<3 Aa a
(Powder) viSoilianaunadn(Pellets) adlllunsiadu
3 I~ a
(Hopper) nntiufianeunednve Ivaasllunszuen

a A -~ ] a A
AA (Barrel) UDUATDIDATA HUUAADUNDAAISIATOU

aTdamuamsuyuvesangdigdiuusnvesang &

150171 Feed zone uaz%waaummzﬁméﬁ'mmuﬂma

L1

YPIANG FUTUNI Transition  zone  HAZTWAIAAN



26

AAIA13ANANTLITS TN 29 @1y 2 Naunew 2555

q

1
() 9 =<

v
vaowvadua lvardgaluganiguesans 49

L] a L1}

9
138171 Metering zone  9INUUADNNOAANADUINAIY

] @

L} 1 d'd Qy Ci
Ivaruminuu(Die) NFUTAWANBBZYOIFUIUAN

3 A

Sgl}ﬂxiﬂﬁwaﬂ G‘]?\?ﬂﬂNW@ﬁﬁﬁ]le%ﬂﬁﬁmﬂﬂﬂﬂ%Wﬂ Die

A T g o o Adq Y 2
IUDIINNITHODIYU ﬁ’]ﬁﬁﬂqmﬂﬂuﬂi“ﬁiuﬂ'ﬁmuzﬂ

WPC  @18n3z1Iumsonsaazdaaiianlumu 200 °C
d‘ dgl d' a a 1 Y a [
iesanmsvugliguugiiguiulezneldinaniu

wazi e Indanamsdouanin 5o luilla [3]
22 WYANIIUMSUINAIVBINONNDANHADNINAD
USNUNII0DNUDI Die
< Y g ' o w A o
vzuiu 1891 Die iludauilszneudinnveuniosda

o 1 !

= <3| ¥ o T a I
i LWi13“’1]3!,‘1]1!1‘5]’Jﬂﬂ’iuﬂ’J']Nﬁ@ﬂm“ﬂuiﬂi?ﬂﬂﬂﬁlli

c?aﬂagwwﬁ1ﬁayumnwuaumié’ﬂ?ﬂ fomsfivounan
wardAnvseneunedafioanu191n Die  Hanvas
Uswiinlaen ldonvnauazgals1awes Die 1Ay ¥4
daulvgudrnznamiuindioon (Swelling) ¥9IADL

Ed
a C4
woda Taoi3ents1ngn1saitii Extrudate swell 450

Die swell aguaadlugili 2

gﬂﬁ 2 Die swell [4]

@ a I A
MIvIudIveIneNnedmduran1nInmslasy
< 4 v A 1
ANUITIvoo Al TuIATe0ATAgUTTIIMANIEUDN
HAZHAINAUANTAIRWIZAIVDIVDAUHAIDL 1AY
3 A A
sUnvuaNusivesveunadlu Die  szilasunin
S 3 1w A
win Tua lidluanusaidunnya iWeveunad lva
ponldeuen dwaadlugili 3 Sriarsaniidumiia
. = < v A
A59NA19UDY Die Y04 Inavziinui1ga udiieoonun

v = 3 2 0 v
ﬂlwuaﬂmm"lwa%zumsaﬂmmwam F392 M 1M VD4

v o A o 99 |a '\ a
nlﬁa@l@\i‘llﬂ'lﬂﬁ?@@ﬂ LW'EW]'lslﬂﬂﬁﬂ']@]iﬂ'lihlﬁﬁlﬂﬂﬂu

HazauHgdnszMIveIMIUINAIVDINBUNETN D

o a <A v o
M3A0186GI00NV0I TNaNaveIne eI NN udad)

EY

A
9¢1u Die AviumInswilavenainanenisuIndives
pounedavzyIslumsiMuagnIIzAIIiIui

MU AUABNITHAA IR IAUAINITDIDISUMITIAA

e

HYymmsuandrvesnounedadinain laavu

atmospheric pressure=0

M
R, uir,
1

O;J

ANNNRRRRNE L
3
sUN 3 suvVANMS ISV IOV Die [5]

U Q

—— i

HITTET

b o
3. muﬂaumim!ﬁmm
av dy Y a 6-2
Tuadvetildmatia 2° Fractional Factorial Design
Y
with Resolution IV H1013NAa0uednsasI(Single
. A AY o v Y o a
replicate) (HRIMINLVOIARA U IngALTUMINAGDY
HAZFIBAATIUIUNITNAADIAIIUTEAUNTINITO
naaodldasalaslinaiiauiumaiia Full Factorial
’ A Lo o . &£ 99
Design LagiN1TgUAIALNIINAADI(Randomized) a5 19
B e, Y A o A
wmanatlunisnsesilatenieg lvasmnizileden
v v v
AL AINAADATUINAIVDY WPC 11Ty Failaden
Y 2 o A v o 1 § o
15 umsaautiduiladenlslumsilsudnnniseda
v
=} Y o 1 o ] I Y
Fanarue 6 1998 Taeunazilevaguaoeniu 2 seau
= ' o o WYY a ~ A
Faunazszauilade 1ad9daunnanizin WPC 5y
vaouMad tazisudeuann[6] sauaaalunsnein 1

m1ah 111998 vazszauvesilade

Factor Low level High level wivg
A ilaifia WpC HDPE+WPC 2.5% | HDPE+WPC 5%
B :mwm%‘ammmﬁng 2 20 RPM
C :qungiiil Feed Zone 140 150 °C
D ;qm‘wgﬁ‘ﬁ Center Barrel 175 185 °C
E :qquﬁﬁ Front Barrel 175 185 °C
F :quingiifi Die 185 200 °C

o 9 d‘ v A d'
Mmsnaaeslagldiniessasauuuany@erlums

o A

I Y A o A [l .
ATALUA WPC 1¥ponaninTeeonsa lagr1u Die

19 [} J a a 4
aﬂymmqnamﬁumug{uﬂﬂmq 4 Hadmas(mm) 1o



Ladkrabang Engineering Journal, Vol. 29, No. 2, June 2012 27

) v
1A399MUATY 1 WIALEI9zda WPC 990 910114

= A ' ] S A A
wasueulumsnaasaluy Tasldnesitienmiuns
doufeunnauauduasna Tulad(Ine-qiju)lu
MIIAVUIAVDI WPC 190011910 Die 114118 mm &9
imsdavuna 3 adu 1dun 421 drunais uag

v v F v

arutlaraie i ldaunaes  aniwiwan1d lavins

a 4 a aa 9 A
AnszvinaFaana lasl¥l1sunsy MINITAB 15 1o

]
A

oniladendananan1suINAIveds WPC 08193

Wediay TagilTouieouainal P-Value — fUAI1UOY

g = v o v ~
Alpha i]']ﬂuui]\‘iLf]']?ﬂﬂﬂﬂﬂﬂﬂﬁﬂ\ﬂlﬁ?llﬂﬁ1ﬁﬂ1'lgﬁﬂ

ML AUDNNNTI
4, HaMINaaoed

A g
4.1 NANMSNAADUVDIAY
v Y

Tududuiidonldmaiia 2°% Fractional Factorial

. . o 'ﬁ. o a U dld
Design with Resolution IV tN9¥i1m5Usziiuilavenina
1 [ o e o @ 9
Aonanauduel tazaauenileteniianudiny 1)
° = 1 =1 I
mmsanuide ]l aawanisnaasuiluvuiaves WPC
a4 - e . g
ARNUMTOAIABDNNIIN Die AILAALIUAIT 19N 2
A15199 2 wamsnaaed 2 Fractional Factorial Design

with Resolution IV

Std Run Swell
A B C D E F
Order Order (mm)
5 1 2.5 2 150 175 185 200 4.74
3 2 2.5 20 140 175 185 200 5.22
12 3 5 20 140 185 175 185 5.45
4 4 5 20 140 175 175 200 5.4
7 5 2.5 20 150 175 175 185 S5
11 6 2.5 20 140 185 185 185 5.15
14 7 5 2 150 185 175 185 4.86
8 8 5 20 150 175 185 185 535
16 9 5 20 150 185 185 200 5.4
2 10 5 2 140 175 185 185 4.8
13 11 2.5 2 150 185 185 185 4.73
10 12 5 2 140 185 185 200 4.81
9 13 2.5 2 140 185 175 200 4.73
15 14 2.5 20 150 185 175 200 5.23
6 15 5 2 150 175 175 200 4.78
1 16 2.5 2 140 175 175 185 4.75

MM AL ANU51591 (ANOVA) voduina
MIVIEIVB WPC Faninmianaass lifimeiien 34
winsinszdiasen lifinanen1suiudives wee
Tagnisadransianuuiveduuuulnd (Normal

probability plot) FaanIAdg1li 4

Normal Plot of the Effects
(response is Swell, Alpha = .05)
Effect Type
® Not Significant
95 mB B Significant
90 mA Factor Name
4 mAB A

8 . B
= 707 J c c
= o o )
g .1 3 3
S = P
g o

204

20

104

54

1 T T T T T T T

0.0 0.1 0.2 0.3 0.4 0.5 0.6
Effect
Lenth's PSE = 0.016875

3 ﬂﬁ 4 Normal probability plot YB3 2% Fractional
Factorial Design with Resolution IV

910 Normal probability plot wuiledenan 1aun
wiiauia WPC(A), mms?’;iammaﬂg(B) LAZOUNT
nsonsgnaniaiia Wee - Auanusisenvesang
(AB)  fimasenismlivuia wee  uaudaiiszdu
Had1ay 0.05 nmiimsdenzinadionis
ANOVA  tiedufiusamanisinsizriaenndoaiy
Normal probability plot ﬁmﬁﬂﬂumsnﬁ 3

. a d
ﬂ'li%iﬁ 3AANITANTIEN ANOVA

Factorial Fit: Swell versus A, B

Estimated Effects and Coefficients for Swell(coded units)

Term Effect Coef SE Coef T P
Constant 4.62500 0.040374 114.55 0.000

0.04889 0.02444 0.010214 2.39 0.034
B 0.03750 0.01875 0.002841 6.60 0.000
A*B 0.00556 0.00278 0.000719  3.87 0.002

0.0323393

S = PRESS = 0.0223111
R-Sq = 98.96%

R-Sq(pred) = 98.15% R-Sq(adj) = 98.70%

Analysis of Variance for Swell (coded units)

Source DF Seq SS Adj SS Adj MS F P
Main Effects 2 1.17813 0.05922 0.029609 28.31 0.000
2-Way Interactions 1 0.01563 0.01563 0.015625 14.94 0.002
Residual Error 12 0.01255 0.01255 0.001046

Pure Error 12 0.01255 0.01255 0.001046

Total 15 1.20630
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