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Table 1. Composition of Cordyceps militaris(%)
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7}. Extrusion
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Fig. 1. Layout of extruder showing temperature profile in each of the barrel sections and

Screw configuration
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Table 2. Screw configuration showing location of conveying, kneading and reverse screw

Profile of conveying, kneading and reverse screw(length/number)

) KB/30 KB/45 KB/90
48/4% 3317 2/33 48/1 33/4 2/24 48/1 33/4 2/24 33/4 24/4

5 KB/30 KB/45 KB/45 KB/90 RSE
48/4F 33/1° 2/33 48/1 33/2 2/24 33/3 2/24“" 33/ 2/24 33/4 24/1 11/1 11/1 24/2

F : Feed Screw KB : Kneading Block LH : Left Hand RSE : Reverse Screw Element
KB/stagger angle(®)/number/length  RSE/length/number  Pitch : Length/2
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Fig. 2. Response surfaces of screw speed and moisture contents on the process variables
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Table 3. Effective screw configuration and process variables on SME and quality

ha

T N Screw Moisture Pressure | Temperature| Throughput SME Expansion
VP 1 | Speed ) (bar) () (kg/hr) | (Whikg)

1 200 25 47.68 105.03 18.43 12.48 1.73
Low 2 200 30 26.07 94.77 20.23 8.43 1.38
Shear | 3 250 25 50.94 105.87 20.07 1257 1.80
4 250 30 25.25 97.24 20.17 9.30 1.55
5 200 25 36.37 99.98 17.72 24.51 1.91
High 6 200 30 19.99 102.21 18.81 15.39 159
Shear | 7 250 25 30.99 103.91 17.87 20.92 2.04
8 250 30 20.06 101.82 19.82 14.60 1.67
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