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cellophane
cellulose acetate
cellulose triacetate
nylon-6
polycarbonate
HDPE
LDPE
ionomer
PET
polyimide
polypropylene
polystyrene
polytetrafluoroethylene
poly(vinyl alcohol)
nonrgid PVC
Saran
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A Sfol~ag g HIPS
FERES A By PSP, HIPS/PSP, HIPS
YEAE Ay WA, Mg, 71AH 54 PSP, PS
A A wE, slop7}El W4, 7148 B4 HIPS/PP

2 gy, v+ OPS/HIPS/PSP/HIPS/PSP, HIPS
F44F % g4, 7k2AgA OPS/HIPS/PSP/HIPS/PSP
4= g, ket HIPS/PSP

(¥2) Water Vapor Transmission Rates

PVDC 1~15 0.065~0.097 0.1~0.15
PP 2.5 0.16 0.25
HDPE 3~4 0.23 0.3~04
LDPE 10~15 0.81 1.0~15
polyester 10~13 0.8 1.0~1.3
rigid PVC 9~51 0.6~3.3 0.9~5.1
nitrile barrier resin 50 32 5.0
PS 70~100 45~6.5 7.0~10,0
EVOH 130 84 13.0
nylon 160~220 10.3~14.2 16~22

* 25.4 w(1mil) film at 37.8C and 90% rh.
> See listed abbreviations in Polymers for Coextruded Films section.
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5 -8

65~93 -2
149~205 -6
93~191 13
132 -%
121 -45
8~93 &7
60~T1 -8
150 59
400 -267
107 !
80~9% -50 to -70
260 90
45
65~93  -18

* Key : E, excellent : G, good : M, moderate : F, fair : P, poor.

* Coating attached.
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{322 1) A typical OPS(oriented polystyrene) line tenter frame process. with stretching in the
machine (MD) and transverse(TD) directions. Rolls 1-8 are heated and driven. Sheet is heated

above and below in the ovens.
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TDO unit(Plan view), 2: 1 TD stretch
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(E5) Typical Properties of Biaxially Oriented Polystyrene(OPS)

tensile strength. MPa*

tensile modulus, MPa*

tensile elongation. %

light transmission. %

specific gravity

material yield m’N at 0.025mm

62~83
3.100
5~60
92
1.05
38

*To convert MPa psi, multiply by 145.
26,200 m’ Ib at 1 mil
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(38 2) A tandem extrusion process for the manufacture of polystyrene foam sheet. (1) Primary
extruder (2) blowing agent addition system (3) screen changer (4) secondary extruder (5) annular

die (6) cooling mandrel (7) S-wrap (8} winders
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(#6) Polystyrene Foam Sheet Tandem Extrusion Conditions Using Dichlorodifluoromethane

dichlorodifluoromethane. wt % 5.6
tale,wt % 0.5
regrind,wt % 30
primary extruder’ pressure, MPa® 24
primary extruder’ melt temperature, € 220
die pressure.” MPa 11
die melt temperature’, T 149
die gap, mm 0.45
output, kg/h 360

* 115-mm single screw at 120 rpm.
* To convert MPa to psi. multiply by 145

¢ From secondary extruder (150-mm single screw at 15 rpm)
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