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Finite element analysis Sheet thermoforming of Starch — based

Biodegradable Polymers
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Abstract

The objective of this research is to study the sheet
thermoforming process of starch — based biodegradable
polymers. The mechanical behaviour of the material extruded to
the form of thin sheet was studied by means of compression test
at the temperature between 90 °C to 120 °C and at various strain
rate. It was found that temperature of 120 °C and strain rate of
0.5 s'1 gave the most satisfying condition for sheet stamping
process. The mechanical behaviour of the material was assumed
to be Elastic — Plastic with Elastic — Perfectly Plastic. The
experimental data was implemented into Elastic — Plastic material
model in ABAQUS and a simulation of a simple sheet stamping

process was performed. The simulation result was verified with

the experimental data of stamping process.
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