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HfMI’s structural analysis tools
for the degree of mixedness
of the ingredients of
complex formulations
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S Is the standard deviation, C; Is the concentration,
C is the average, N is the number of specimens



s2=c(1-c)

Variance for the completely segregated sample



Mixing Index, Ml =1 —s/s_
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Specific energy Input, E,
IS equal to:

(277w | Mt) j 7dt

M is the rotational speed, I\/It IS the total amount of material
In the mixer, T Is the torque varying as a function of time
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PLASTICIZED CAB VARIATION IN RDX FILLED CAB POLYMER
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a) Haake Torque Rheometer and Batch Mixer

b) Fully intermeshing, co-rotating twin-screw
extruder
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extrusion experiments
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The deconvolution of the diffraction pattern of the conductive composite
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Determination of the concentrations of plasticizer, elastomer
and the graphite particles using TGA
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Mixing Index, (1- S/So)
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Mixing Index, (1-S/S)
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Relative Viscosity
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Conclusions

Degree of mixing analysis using two different
technigues (WAXD and TGA)

Both methods agree for the conductive composite

Degree of mixing affects the shear viscosity,
elasticity and wall slip

For one particular conductive suspension,
Increasing degree of mixing reduces the shear
viscosity, elasticity and increases wall slip.



