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The research report of “Development of Methodology for the Production of
Biodegradable Cushion from Tapioca Starch” covered the development of methodology to
compound a plastic resin suitable for making a loose-fill foam product and the processing
method for producing loose-fill foam. The first part of the research reported the processing
method for transform tapioca starch into thermoplastic starch and a compounding method
for producing a compounding resin that was designed for processing into the loose-fill foam.
All created compounded resin were thermoformed into the dumbbell shape samples that
were subjected to mechanical strength testing and determination of a melt flow index. In
the latter part of research, the extrusion technique which was applied to produce a loose-
fill foam product was provided. Development included a foaming method with a chemical
blowing agent by using a single screw extruder. The loose-fill foam samples were
investicated for density, expansion ratio, compression strength, and experimental
production vyield. This research also showed a success of using the developed

compounding-resin, which contained tapioca starch, to produce the loose-fill foam product.

Key word: Tapioca starch, Loose-fill foam, Thermoplastic starch, Biodegradable,

Blowing agent
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\eaussmouulousnisdaaiunisasuvesiguiaiindduanudifyvesnisliany
afuayulusunisasuiugramnssunisuusgunandnanisnisinunsiite fiugaail i dususy
ShL waniielisufudnsinisvenesfifinduresnaindieanuazsruunsnataN LA
sumesilavIonvudilagnsededndudosenfonisdsduiniussuusudsuazdndusosiaszuy
ussfasifianunsoandmanudemevessdniuridunninuioyuaneliieas sddetulyed
nMsnee AU IIAsNsNan fanfunssunniigesaaelsvnesssurAnnnanKanan1sinya s
UszelnendnlaluuSunamnndumdn

Fanunszunnilifulugnamnssulnediunnazndnunaintagmediues 1y polystyrene
polyurethane Wag polyolefin e?ianWLi‘]ué’TaaﬁﬂL%’ﬁ'a@ﬁ’uﬂszLmamﬂ@mﬂizmm%wémluﬂﬁzmm
uildTanuaznssuisnsnananeldavansuesinassimadmalisaiduilnoanzlubewssq
Fusidyarreudngs wenandgmdunaudrasiinlanliinssussdifioannisuaaniants
TmamﬂuﬂivLmﬂmiummmaaaaa']almmqﬁiimnmwm w0 fusanidldasstigmdenisiida
faaunseeussimagdndrdyvodinesisluanam glsu uas am%aLmﬂﬂi@aaﬂﬂgwmamai v
mammmumLL'maawmmammmammaamimaqmumummmlmLﬂuwwmmLL’maam Taniu
nszunnuUsnugUuuuesnsldnuldassUssan A Yanfunseunneiadudugunssliidi
Po4I9TENINAN T TUUTTa S (foam-in-place) wag Sanfunszunneuflafilfifuidvesinas
Laildfigunsanefniugesing (oosefill foam) (Huiinaulainiagfunszunniidosaasldnis
sssumAnidufisensuldludensmiadiianisldeguaiagiunssunnaiin loose-fill foam waxdl
\igandndueiieaneldite ENVIROMOLD® wosus®m EnPac fifisazunsinaluladnisvinaniu
nszuvnalin foam-in-place MedBnsUszanuiutanfunseunniitosaaisldaia loose-fill foam
Feth Tantunszunniidenaaneldmasssumiuin loose-fill foam findnuerdenisdniidndvin
nningAvdmanutadundnduldun dudnelfeaieamsnenisiide CLEAN GREEN® ENVIROFIL®
ECO-FOAM® FLO-PAK BIO® RENATURE® way STAR-KORE® uazfnannauidiuuduiiuuisnyos
ansyeusndunssnsudndinistivilasefenaniddeiuguiotuudsininaanss
wAnlfnnLaziguavesanizatiuayuAdiinaiuininnedaiaduazdeideaiioniusslov
yoeslitnInelsnniigadsdsnalnenssienisensziuadnlng mnadAvoyaves Bureau of
Alcohol, Tobacco and Firearms, USA s1e1uiusunamslddaniunssunneiin loosefill foam
Tuansiadsegd 42,5 Swilanusied ludwnuindutagiunszunniidesaansldogsn 15-20%
w39517 6.38-8.5 dudlanfurel uagUszununsdnsnsidulalin 2% deddmiutisane
ATaRAnITIUR 90 (USDAA.A. 1996) faaunisldiagfunssunniidesaaslindsioofumnsgin
yilavngnusATiganingm 30% Weisuiusiavesiagiunszunnviia loose-fill foam 7%
910 expanded polystyrene (:1A1v181aAsluaNIgUsEAN 21.6 AB16.4 UMABgNUIARNA) WAz
aosauvgFosmuuanAuAAELTAMINIB N mIaEnanavesTanfunszunnfidesaansly 3
Haqgtuilssunansgitiativayunmifodonaulfineluladnisan tag funszunniidosaansls
mﬂLL{]ﬂﬁmmsaLLﬂiqsﬁ’uﬁui’a@ﬁumzLmnﬁﬁﬂmﬂwaﬁmaﬂé’mﬁu (USDA, A.f. 1996) 31AA1S
drsndoyadumidsventesneusstoyafindnindredutnseninldinslifouidedimuntag
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dsnafesianmalulaBnisndntagfunssunniisesaaisldandsssmanazBangfuandy
defimatunasengrnefuasesdosdunndolaeiane funaindsesn
nananmIsnunsvesineffidvauladuiimiingnundrsfufeisiudevds anada
nsUszliudSinamaninidudUsnddaniae FAO Usedd 2544 Useimnalnedinandnasdaufiou
20 sy Fuldgadususiviiamvestan (Wased was 1a3, wa. 2505) fusimHanEnLaz
nAnfasnifudendmelulssmalumheuimdedlansy Uszsnd 2544 uwsnnassnnléad
Ao visfuan 0.87 wilastu 6.8 Sudu 2.30 wagsusauln 2.20 (Anon, A.A. 2003) S1uuATIMTIve
wandn 20 dusulasunisuusgdiuwtatudUsndassana 2 aududeUuazgnldlugnaimvnssy
A9 aeludssmeiioalag 7-8 aufy LY gRaYNIIUAITUTINAITE a15IAINMIIY 8113
n3¥Ay uavdwme Usnaudufufivdeuassandniudunazsiudadaduiuuingndseenlvuneds
iaUszimadadisadenlansudeutish awiuiiinunandniud g ndainanlfinaginsus
sufuutlanniudefiuyadudsinagramnssuaglianuadlafiuiidsnsudefsoidedan
Foamsangnamnssunglulssmeiifiunnniy Sewavesidedndudnuuimimilslunisde
paelsiTuandae annstssdiuaniunisainisfuaznisdeeandudendslusmanlagunen
aunAunsAiudIUenas  Aauas wwisanual (NA10SIA wag La3, W.A. 2545) seytaiinig
Usuasungszidounsmaeld WTO uaz AFTA waganmarwseusinveaiuglszinanseyuly
wauseannznisdioan Useneufuisnadseensandniuduiasiiudadiafiroudnaud s
?Tuﬁ’mwmmamém?ﬁuﬁ'ﬁﬂﬂﬁwLﬂuawmﬁmﬂé’mammmﬁﬁw usnnUszifiuFesUTinauazsan
wandnsiud Uz ndsivinliadedanudesuiennunionvesnsldsuaruatvayulusuingdiv
Pununiunerentsvindewazanulululalunsudsdulivnianisnaiavesnisiinasuisely
Waundeiion1sdn mnamieusnumaluladveansudnutauazutisfauyas (native and modified
starch) a]’1ﬂﬁuﬁmwé’waqmﬂqummimmﬂuﬂszLm%éw}wa'qLﬂ%ﬂﬁmmﬁ%%a%ué’mm
mAfeifenuduluiflunsidsuauadlafuudenaunssosseiios
nsthfaniistulnlldlusssumfuadadutanduusssusidoldindunsufsunetan
ansfldtatmnyiweluladunzansodianginioutssu fanfinaatudieriniduu s
FsursUssianildaulffsniuiiananiagneaweidunsei wazidefnioniidnnssiian
Antulnadldlusssumnatiianissesaansdauysaiuvundudrgsldemsylalinaudanduan
nourutulually YanfiAetulvalldlusssnwilundguues biopolymer findnisniuvaufiunlianu
Uszanndn Toun Yanateuranuandanianunslaenss wu uthainiie uag lWsiuandia
(casein Ly wheat gluten) @ad AotaniiAnanansildannszuaunismaaiinienssurunisudin
ABIVDINANAANININITNYAT 18U polylactate 71¥i197n lactic acids waw chitosan @edmiduans
$manarslulainsdiunnaiaeavesiisdusii udeuandenfudeidovesdnidudinan
arthropods Wwag mollusks (Harish et al, a.#. 2002) amAoTaniindnainarsiliaingdunid i
polyhydroxyalkanoate a7nuuAiiLse (Peterson et al., 1999) izmwammjuﬁ%ﬂiumjmLLsﬂﬁwé’q
IFuaudeanndigelunisiaiaundutanfunssunniassianiiiFendt “loosefill foam”
uaz “foam in place” MTATBLaziwutudnnaananiansinua s ldudnduiandu
nszuvnUssinnifauidesnannsmsuiuinuudilugeamnssuemsiuddanandidadu
wodlweflasianziderinunszurumsienufounazmsihliiuinas nswasuiuamisnieniw
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Sudusesilvestagiunszunnivhainnedwes 1wy anuasia msverefduidenanasinie
AuBangu Anuanansolunsiuksineiu uazanuuiadena Wudu qadiosinliesdngis
AAleNvULALSFYa At UsEmATini L As iU sguanananinuns LU sgUL D uudelals
anudAnfuaATeiewan fanfunseunnanudafududiuunn

awvnfisndunaziafoainsiideAmnyiaudnvagmanisnmiazmaaivesudeiiniiy
nsgvunsussUiutanfunssunndedaudnuamnilousvnssimnuuuuiAeogun WWudud
AuanTAnanafireuineidlnadugaantAnldannediues mnuUszuisesian anubaveud
i mingt,ﬁaé’ﬂwmzmmamwLﬁ@ié’%’umm%w%mmlwiamm%u wasdgnin1sAIanInmse
o1gvesTanfunszunniiviituald 1udu venaniywilueswesnuanditugiuresuinios
fannfansssuednd dsiduilavesmsiaunianiunssunnainudefifenszuiunisulssy
dunauvosansiifudnuosdusznoundnilufutaniunszunn Sufiauhaendnliiingsads
nsudntanfunszunniiduiimusdiunauiiaglfidutngdvannndmiodutadedinun
AN BETIELazaadivesingRuues. damunariifiesivildiitefiuiussmalne
Hanarsamidfoussausu fiRmaidetugeihjsinideluFeinsimufantunssunnfidesaans s
nnTanitannsaiinduanldlml (renewable resources Lifuii¥an $1man biomaterial) ‘Vpﬁiﬁ'ﬂﬁ%
Qnﬁmﬂﬂuﬂmwmﬂgwuﬁﬁwﬁ@iﬂ'amuf]zy}muaﬂﬁm’]miwmﬁadwmmmmiulaﬁmﬂ%
Uszlewianianainaandnnisnisinensidanudulldgannlasianzudasudvgnddunis
thamimunfutanfunssunn Meanmanundoumeinueiesdondniiddytonuifetuiidey
fuvinerdomaluladgund waranmiderlndnduunasndnudetudwsndafidodoilasany
srunvutiazannsoiauliusse Taussasdld warasduussgdalimegpanunssudanasyusiam
Audifotugengasaiiles

1.2 TngUseaeAvansivy
1. WisRnAuiaundulsznouninivesingiuiiussduszneudmsunisudmduianiu

q

ASEENNTUA “loose-fill foam”

o [y

2. WiunseuiunsHandaniunssunn “loose-fill foam” Ingldia3es Extruder
1.3 Y2ULUAYBINITIY

nuITeiltunnudfyvesnisiniagiunssunngesaaislaviin loose-fill foam TuN1AIN
Togaunaniluutaiudsnds naudvansiuunsisndeniagliruddyiuingiuiidesaansls

q

ndalaluuszivedundn  nszurunisnanildfonisndndiownsed extruder  N15398Ya7
NadugvsveInIsliunTegnsdiuusenevvesingiuimanzdunisduguiduianfunszunnid
AuauURdulaniunseunniegluseauldanuld
1.4 Uszlaninanndnazlasu waznmiieauninamsidelulduszloy

1. anvduuszneuvasingaunlivirianiunseunniidesaanglaviin loosefill foam iluds

o v & [ a [
NuaUsnasduingaunan
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2. N35UIBNIHEN biodegradable loosefill foam A38LATEY extruder La¥AMUTANYDS
NIAIAAILUIAIUANNTLUIUNTHER
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3. andnsUnstunsdinidenuingaulmi@sluiumanuudawsadanaliiutanfunszunniii
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2.1 dnidaningAuuazduusznauitldlunisuan

wlafianunsaldlunsudaiansodamldmelulsemdlve  dddunisveassbozldudasiu
ﬁwﬂwé’qﬁsjmmié’mLLUﬁﬁjﬁmazs‘z‘jLamLﬁ@iﬁﬁﬂ%mmaﬂﬂaaqﬁu warnodwesaniildtusiagdy
slanoatafiausndiun (PBS) Fedesaansldlusssuni Ineiiesdusenauduiieldoreniswaidn
Hudoironusarlildnandasilny Toun Nucleating agent, Plasticizer, Compatibilizer wazans
Aaluly WJudu

2.2 MswseugasAeuU1Iun
2.2.1  Msaseumeslunatafngnns (Thermoplastic starch, TPS)
nswiey TPS BuamimdwdafudusvdsdauUseiaesfianainuion anuied
fin Saninuassdun eululudeuananmeaiigaid 60 °C Wunan 4 Falus MndurhutieIaa
ovay 70 HaufunAlwoseaUiinafesay 30 thauwmandu TPS Meledesonanginosuinangife,
(90 Betol u BC32, England) figamgil 90 fis 130 °C in1anirseu 20 rpm
2.2.2 \A3EUGATEIUNEY
nawisengasranUnuRdmsuiiluiegalviurilaensnatedUsTNe UV IgNS
pouUuA L Iudoefulildnludnvagveadasdumeslunaiain nswauiFuainnisi
Jinusdu PBS aulugevamaniafionmnd 50 f 60 °C iuaen 4 dalus anduthTes Wawaadin
LaesAUsENoUdUINHAL U NgRTdILNALRINT197 2.1 feindeaensnsinesuiaangifien Tag

U5UdA1gaumgif 110 -140 °C NANIEITOU 20 rpm

g
5

A519% 2.1 ﬁauﬂizﬂammqmﬂauﬂﬁm

a4 o . Usunedrunay (Saea) Usunaudaunas (phr)
YNIDE4
PBS TPS Talc Blowing Agent
PBS 99.5 - 0.5 5
TPS20 79.5 20 0.5 5
TPS30 69.5 30 0.5 5
TPS40 595 40 0.5 5

2.3 nszuaumstugluuusiaiiosdlsieiacanensiiu
Tunsdlvesineslrutseinnlnuuuliaggy (Loosefill foam) in3eudulasldiaios

onengiuriaangiier dukigudnans 31.6 mm uax L/D Wiy 24.62 Sssuideiiasouagu

miﬁnmmamazLmJ’1zamaqé’auﬂmwamszmumﬁugﬂ Im&%@ﬁnqmmﬁiwdm 90-140 °C



wagiinansaseu 35 rpm lneegralnlutuduguldmeineidugunsainssuenauinvesgn 3

mm

2.4 maauqmauﬁ'ﬁﬁaumisﬁugﬂiwy
2.4.1 vedauaNUANING
fegnagnsmeutuddmiuindufesliufiiautueioudiegalildm
119551UNTIANL ASTM MdneLay D638 Sadaeun3aa universal testing machine (Instron model
5565, USA) lagliussiusiegralvunaz nandu tensile strength wag elongation at braek wag
Young’s modulus #stusUdunuangasreuuusiiautiuesdaevdnnisnadatusUluudfiasg
Feeseanasananaiin
2.4.2  VadaUaNUANITIRARAD
fegegnsaenUIudtlumAINsInafvema1afinauunsgIu ASTM Huneiae
D 1238 figaumnil 190 °C

2.5 maauqmauﬁ'ﬁmisﬁugﬂiﬂu
2.5.1 A19A51981872 (Radial expansion ratio)
é’mﬂmimmaé’fmaqﬁfgashmé’qchumzmumsé’mwmé’wm%qLaﬂwg%’u AU
armwa‘mﬁsuaaLé’umu@uéﬂawuaaﬁ'uaeJNIWuﬁsJ’mﬂizmumiLaﬂszm'g%’uaaﬂmﬁuﬁumu
Audnansvesinae (die) Ingld Vernier caliper 1uniasilain
2.5.2 @aunukuy (Bluk density)

AnurLULInlagnsUszenaldnnuisves Bhatnagar wag Hanna (1996) lagly
Fnsunuiigensielunszuensiegiuin 100 ml ldfegrslulunszuaniognmdsmniild
vmeaﬂﬂiumﬂauumqmwuaﬂmuﬁuﬁdﬂwméfnaEJNﬁI?iaﬂUriauwﬁﬂ ﬁﬂiﬂ%ﬂﬁmﬁ'ﬂ WAE AL
Faaunsi 2.1 Tneft We fio vamtinwesiednelily Dy ABAMUMUALLLNTIE War ﬂaumuﬂﬂummm
TuUS1as 100 ml wasWy Asthuinvemsieimaeluy3anns 100 ml #§491nnsunud

WEDR

D(g/cm’)=—2L"R
WRT_WR

(2.1)

2.5.3 2ATININER
9MIINITNAAVDIFIDYNNTINIUNTEUIUNITIANDIAIYLBNTNTLADT AIUIUIIN
namsveafog LT sTUILMsIenengiusenuilelfisuiuna
2.5.4 @1 Compression strength
Sapui3ved Guan waz Hanna (2004) §aeA389 universal testing machine
(Instron model 5565, USA) Tnsnsdiasegsagdesoglunuandunssdninfuinuuesiiogng wsei
THlun1snadaii 80% wesr Compression strain Awisafildlunisnasna 10 mm/min
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3.1 Manssugasaaauin

nsanufedldduldmgRuilsanudeiudsndinismeasslddenldifudendsinus
vinvuerdiandsainquandivesudatudvzndsaziianuningeniudsuindug danasie
nszUILNIHARINLT 0199z dssariliudlnsiniaTeslensnanuinuilianuiougs wazned
weslilunsmaassie PBS 9nanautAves PBS Wunediwesiamsndesaasldlusssumd i
AnuviladeutnagsuazaA Tm /1 ( ~108 °O) waglunisnaassuainnisuanTes Taeldudasiy
dlgndmauiundiwesoasesay 30 aailun1snan110-140 °C wuitanwnsvasiiog19aedl
dnwaizUsing Ta du Sanudunaradindeguil 3.1 uavih TPS Aldnauiunedimesvin PBS s
#1373 2.1 shmswandaistusieedeadnnginesisgud 3.2 ireamgii110-140 °C uazléidasdy
NENFagUT 3.3

i a < a .
EU‘VI 3.2 NFSUIUNTITNAALUALIVUNEU



U 3.3 Wiaisunauszndng TPS wag PBS (TPS20)

32 auaudAnoun1sduguTny

mnmiﬁm«ﬂLLawmaauamﬁ’awNﬂamamﬁhaéwLﬁ%umamﬁauﬂWiﬁ?TugiJIWaJWU’jﬁﬁﬁ tensile
strength AgfiAnanauiieUsinm TPS (RuTudeguil 3.4 fiusuna TPS 40 Waesidud A tensile
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