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Preface

Studies and research activities conducted in the field of high-technology materials
show that advanced composite materials are successfully used in key components for
many fields of applications, from aerospace & automobile industries, marine construc-
tion, renewable energy, modern medicine to micro-/nano-material technologies, in-
cluding other more complex civil and mechanical engineering assemblies. In addition
to this variety of applications, the considerable increase in demand of these smart ma-
terials will open up many opportunities to design and manufacture new products for
the future. However, these products have to satisfy sustainable development require-
ments, which can be achieved by a balanced equation that simultaneously guarantees
economic growth and environmental protection.

According to these ecological considerations, researchers and industrials involved
with high-technology composite materials are strongly encouraged to integrate ecode-
sign aspects into the composite product lifecycle, providing then a better assessment
of environmental and health performances. Furthermore, “going green” can also con-
tribute to the world’s socio-economic well-being and living conditions for present and
future generations.

By adopting these principles of sustainable design, I am pleased to have this oppor-
tunity to edit this new book, which opens a new challenge in the world of composite
materials and explores the achieved advancements of specialists in their respective
areas of research and innovation.

The scientific and technological research contributions coming from both spaces of
academia and industry were so diversified that the 28 chapters composing the book
have been grouped into the following main parts:

. Sustainable materials and ecodesign aspects: research was focused on the integra-
tion of environmental aspects in the different stages of the design process, develop-
ment of eco-friendly, non-asbestos and fully biodegradable macro-/micro-/nano-com-
posite materials exhibiting less pollution and waste.

. Composite materials and curing processes: investigations were undertaken on
some technologies of fabrication and on the simulation of the curing process with a
reduction of VOC emissions and energy consumption.

o Modelling and testing of composites: studies were conducted on mechanical char-
acterization, tolerance analysis, fluid-structure interaction, buckling phenomenon,
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delamination growth and stress analysis using in one hand numerical approaches,
such as finite element method and on the other hand experimental investigations.

. Stress-strength analysis of adhesive joints: experimental testing, design formulas
and FE codes were used to predict the failure strength of the joint and evaluate the
structural behaviour of the damaged elements that were repaired and reinforced with
adhesive layers.

. Characterization and thermal behaviour: properties of composite material devices
for high demanding applications were investigated experimentally and numerically.

The results achieved from theoretical, numerical and experimental investigations can
help designers, manufacturers and suppliers involved with high-tech composite ma-
terials to boost competitiveness and innovation productivity. Specific recommenda-
tions are to give much more focus and attention to (i) the chemical substances used in
the manufacturing process, (ii) the amount of VOC emissions, (iii) the enhancement of
quality-health-environment performance, (iv) the amount of waste produced, expired
materials and ways of recycling, (v) the classification of companies and firms with re-
gard to the new regulations and eco-standards, and more...

The editor would like to thank all Chapter Authors for their remarkable contributions
coming from all around the world and appreciate the resulting synergy between aca-
demia and industry. Without this rich variety of contributions, the existence of the
Book “Advances in Composite Materials- Ecodesign and Analysis” would not have been
possible.

I also wish to acknowledge the help given by InTech Open Access Publisher staff, in
particular Ivana Lorkovi¢ for her assistance and support.

January 2011
Dr. Brahim Attaf

Marseille
France
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Sustainable Materials and Ecodesign Aspects






Generation of New Eco-friendly
Composite Materials via the Integration of
Ecodesign Coefficients

Brahim Attaf
Expert in Composite Materials & Structures
France

1. Introduction

Thanks to their excellent formability, their mass-saving advantage, their high stiffness-to-
density and strength-to-density ratios, i.e, E/p and o/p and the greater freedom to tailor
these high properties in the desired orientation and position, fibre-reinforced polymer (FRP)
composites are used in many fields of engineering, from architectural structures, ship
superstructures, automobiles, bridge decks, machine parts, dams and reservoirs, to the high
technology of the modern aerospace industries (Attaf & Hollaway, 1990a,b). Furthermore,
these lightweight materials have some precise objectives, which cannot be reached with
some other conventional materials. These attractive advantages coupled with economic
design have lead to open up many opportunities to design and manufacture new composite
materials and structures for future applications. However, these materials have to satisfy
ecodesign requirements, which are based on new standards for designing environmentally-
friendly composite products. Within this context, the industrial designers, manufacturers
and suppliers who work in the field of composites are having to factor in the impacts of
their products on the environment and find new feasible alternatives. Typically, these
alternatives are based on a set of equations, called “ecodesign function” (Attaf, 2007). This
function must guarantee quality assurance, health protection and environmental
preservation all at the same time, making it necessary to come up with ecodesign strategies
that include cleaner production, so as to be in compliance with new regulations and still
make the product more competitive in the worldwide market.

With this approach as an objective, codes and standards for future composite materials and
structures should integrate, at each stage of the designing process, three balanced key
criteria characterised mainly by quality assurance (Q for short), health protection (H for
short) and environmental preservation (E for short). To achieve these requirements, we have
defined and developed new criteria in the form of coefficients. Taking into account the
previously specified ecological considerations, these coefficients are now called “eco-
coefficients”. To assess these eco-coefficients, probability approach (Attaf, 2009) and
optimisation procedures based on additive colours technique are undertaken in this
analysis. And once these eco-coefficients are determined and approved by ecodesign
standards, they can then be integrated into the formulations of design and analysis, in
characterisation tests; they can also be implemented into future finite-element computer
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programs, etc. In addition, by simply undertaking a comparison of eco-results with classical
ones, which do not take into account eco-coefficients, designers and analysts can make
better use of ecodesign aspects to assess environmental and health performances.

The aim of this investigation is regarded as: (i) a stimulation for innovation, sustainability
and research activities within the field of ecodesign of composite materials and structures;
and (ii) an encouragement for designers and engineers involved with high-technology
composite materials to have more motivation towards the integration of Q-H-E aspects into
the development process of FRP products.

2. Ecodesign of composite materials and structures

2.1 Position of ecodesign approach within sustainable development concept
According to most scientific results related to the protection of biodiversity, global warming
and climate change may have severe effects on human health and the environment. To
improve the well-being and living conditions of present and future generations, it is
important that the negative impacts generated from human and industrial activities should
be seriously considered in all design phases of a new development. To this end, the
sustainable development concept is a strong key issue aiming to achieve the previously
discussed objective, which is obviously based on three main criteria or “pillars”; these are:
(i) environmental sustainability, (ii) economic sustainability and (iii) social sustainability. As
the concept of sustainable design or simply ecodesign is inseparable from the sustainable
development concept, it is therefore an undissociable part of it, where quality assurance,
health protection and environmental preservation aspects are considered to be important
branches belonging to the previously described main pillars. Figure 1 illustrates the specific
ecodesign situation in relation to the sustainable development concept.

/ Sustainable

%, Development :

Fig. 1. Ecodesign approach vs. sustainable development concept
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2.2 Evolution of the interaction between Q-H-E aspects

The main condition of ecodesign can be reached when the interaction between Q, H, E
aspects yields a common area of intersection between these aspects, i.e., QNHNE. The
original diagram (Figure 2a) shows health, quality and environment as three separate
aspects that operate independently from each other. Joining the Q, H, E aspects gives rise to
a new diagram fulfilling the ecodesign condition (Attaf, 2007) that is characterised by the

subset F resulting from this intersection (Figure 2b). The three dots (..) above the character
F are only a brief description of the diagram illustrated in Figure 2a, showing interaction
between health, quality and environment aspects. In other terms, the three dots represent
the three pillars that characterise the basic elements of the sustainable development concept,
as discussed above (Figure 1).

Depending on the resultant area of interaction, an optimisation process can be applied to

subset F to maximise this area. If optimisation is highly improved (F = F s ), then the
future diagram illustrated in Figure 1c is achieved and the searched objective is reached,

however.

SN

QNHNE =& QNHAE =F QNHAE = Fr
(a) original diagram (b) actual diagram (c) future diagram

Fig. 2. Evolution of the interaction between Q, H, and E aspects

2.3 Ecodesign model and sample space

As it was shown in Figure 2c, the interaction between the three Q-H-E aspects yields the

apparition of a certain number of events, which are illustrated in Figure 3. Each event is

assumed to accomplish one or several functions that are defined by the following subsets

(Attaf, 2007)

e Subset A (M): characterized by an assured quality, a non-protected health and a non-
preserved environment.

e Subset B (M): characterized by an assured quality, a protected health and a non-
preserved environment.

e Subset C (M): characterized by a non-assured quality, a protected health and a non-
preserved environment.

e Subset D (' ): characterized by a non-assured quality, a protected health and a preserved
environment.

e Subset S (W): characterized by an assured quality, a non-protected health and a
preserved environment.

e Subset F (0): characterized by an assured quality, a protected health and a preserved
environment.
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e Subset G (): characterized by an assured quality, a non-protected health and a
preserved environment.

Fig. 3. Diagram showing the ecodesign model and the outcome subsets

The possible outcome sets and subsets can be expressed by the universal sample space as
(Attaf, 2007)

Q={QHEABGCD,SG F,o) (1)
in which, A=QNHNE B=QNHNE C=0NnHNE
D=0NHANE S=0N HNE G=QnN HNE
F=QNHANE @=0NHANE

where, N denotes intersection symbol, and @, H , E are the complement of Q, H, E and
indicate that “Quality non-realizable”, ““Health non-realizable” and “Environment non-
realizable”, respectively. _

The subsequent analysis will concentrate only on the subset 7, a unique searched subset
that characterises the event: “intersection between Q, H and E does exist all the time”.

3. Application of probability principles to ecodesign function

3.1 Probability approach

To illustrate the model-set probability, let us consider the sample space Q that contains all
the possible subsets (events) defined by Equation (1) and illustrated in Figure 3. Since the
three key sets Q, H and E are composed of several variable elements associated to the
different stages involved in the design process where each key set is assumed to fulfil a
specific function; it can therefore be written that (Attaf, 2007):

Q={x1,x2,x3, cc, X}

H={y1,v2, 3, oo Y} )

E={z1,22,23, ... . 2Zp}

For better visualisation of different issues and calculation of the possible outcome
probabilities, it is convenient to construct the probability tree diagram providing simple
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probabilistic measure. Figure 4 illustrates the different branches representing the possible
events (Attaf, 2009).

0
1st proposition / \
Q Q
2nd proposition —/ \ / \
H Q anH

QnH QnH QnNH
3rd proposition ——»

Possible resutts —»(QNHNE) QNHNE QNHNE QNHNE QNHNE QNHNE @NHNE QNANE
Events —— » F B G A D C s o

Fig. 4. Probability tree diagram and possible events

The probability theory will be applied to investigate the behaviour of the subset F,
identified by the encircled area in Figure 4. As a result, the corresponding event and its
associated probability can respectively be written as (Attaf, 2007 & 2009)

F = QnHAE ®)
P(F ) = P(QNHAE) ()

3.2 Ecodesign function

The probability P(F ) represents the searched ecodesign function; a function that has

multiple variables and lies between the values of 0 and 1, and is defined by

AQ=x; H=y; ,E=z;). However, according to the nature of sets Q, H and E (independent or

dependent) and the rules of multiplication in the probability theory, two possible cases

(Figures 2a and 2b) may be presented; these are:

a. The sets Q, H, E are independent (Figure 2a): a condition which does not satisfy the
searched objective because the probability of the intersection is an empty set. Thus, it
may be expressed by the following equation:

f(Q=xi,H=y; E=z) = P(F ) = P(®) = 0 ©)

b. The sets Q, H, E are dependent (Figure 2b and/or 2c): a condition that does satisfy the
searched objective. Thus, the probability of the occurred intersection can be written as:

f(Q=x; H=y; ,E=z) = P(F ) = P(Q) x Po (H) x Po-si (E) ©6)

where, P(Q) represents the probability of an achievable quality;

Pq (H) represents the probability of an achievable health, knowing that quality has been
achieved; and

Pq~n (E) represents the probability of an achievable environment, knowing that quality
and health have been achieved.
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The following probability notations may be of some use in a certain literature reviews:
Pq (H) = P(H|Q) = P(QnH) / P(Q) (7a)

Pgo~u (E) = P(E |QnH)=P(QnHNE) / P(QnH) (7b)

Equations (7a) and (7b) are only valid when P(Q) and P(QNH) are strictly greater than zero.

On the other hand and according to the probability analysis, the realization of the event F

can take several values as a final result. This latter can be recapitulated by the following

possible events (Attaf, 2007): _

e If probability value is null (°(F" ) = 0), then the event is impossible.

o If probability value is equal to 1 (P( F ) = 1), then the event is certain.

e If probability value is located between the two extreme values (0<P( F )<1), then it does
exist a series of probable events.

3.3 Practical descriptions of the variable probability elements

To be familiar with the probability variable elements expressed by Equation (2), let us
consider for example the statement “quality-assurance aspect is achievable and sustainable for the
mould polymerisation process” and we let the letter “x” denotes the property named “quality-
assurance aspect is achievable and sustainable” and the subscript “k” refers to the stage number
involved in the design process, which corresponds here to “mould polymerisation process”, we
can then characterise the above statement as “xx”. For instance, if the subscript k=4, then the
statement can be represented as ”x;”. The circular limit line labelled “Q” shown in Figure 3
encompasses the region that contains all the members that have the same property “quality-
assurance aspect is achievable and sustainable” (x1, X2, ....., Xm).

Proceeding in the same manner as previously, we may characterise the statement
“environment-protection aspect is achievable and sustainable for resin type” as “z.”, where the
letter “z” denotes the property named “environment-protection aspect is achievable and
sustainable” and the subscript “k” denotes the stage number involved in the design process
which corresponds here to “resin type”. For instance, if the subscript k=2, then the previous
statement will be symbolised as “z,”. The circular limit line called “H” shown in Figure 3
encompasses the region that contains all the members that have the same property
“environment-protection aspect is achievable and sustainable” (z1, z2, ..., Zp).

According to this representation for modelling, the property is always symbolised with a
letter x, y or z associated to quality, health or environment, respectively. Whereas the stage
number involved in the design process is symbolised with a subscript k (k=1,2,..., N). The

a7

statement is denoted by “x”, “y” or “z”.

4. Ecodesign coefficients

4.1 Identification of the eco-coefficients

As there are N successive stages in the design process, we found it convenient to assign to

each of Q, H and E aspects a specific coefficient representing the probability of approval.

When ecological considerations are taken into account, these coefficients are now called

“eco-coefficients”. From this standpoint, it may for stage (k) be assumed that:

e a = P(Q= x) is an eco-coefficient representing the probability of approval in terms of
quality assurance,
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e B = P(H= y |Q= xi) is an eco-coefficient representing the probability of approval with
regard to health protection and known that quality is achieved; and

e vy =P(E=z|Q =xin H= y}) is an eco-coefficient representing the probability of approval
with regard to environmental preservation, known that health and quality are achieved.

When the so-called “eco-coefficients” are taken into account during analysis and design of

composite materials and structures, the terms “eco-analysis”, “eco-formulation”,

“ecodesign”, etc. can be considered to apply.

4.2 Assessment of the eco-coefficients using code colours

To further facilitate the understanding of the ecodesign modelling and the approach allowing
the calculation of different eco-coefficients, we think that it will be easy to formulate the
problem by simply referring to Figure 3, which illustrates the synthesis of additive colours
between the three primary RGB ones. For instance, the red colour characterises the set H
(Health), the blue colour characterises the set Q (Quality) and the green colour characterises
the set E (Environment). Moreover, combining these three primary colours in equal amount

yields white that characterises the subset F' . Furthermore, superposing in equal amounts one
of the primary colours with another colour gives a secondary colour; among them: yellow =
red + green (subset D), magenta = red + blue (subset B) and cyan = blue + green (subset G).
The total absence of colours yields the black, an empty subset, symbolised by &.

The eco-coefficients a, B, y may be located between asand 1, Bs and 1, ys and 1, respectively
(ie, as<a<l; Bs<P<1; ys<y<1). The subscript “s” refers to sustainability, whereas as , {3,
Ys are sustainable coefficients, and their satisfaction measures are defined and established by
sustainability requirements and eco-standards.

Table 1, shows in separate cases a rating satisfaction measure in the form of colour gauges
when the events Q, H and E are independent and the values of a, p and y are varying
separately.

Colour gauges
Interval Assessment Quality Health Environment
() q=p 9=
1 1 -1
gs<q<1 Excellent
g |3 g i
Very good
<q< Y8
Use< oy Bs Yy
Good
<g<
PBSq=qa oty |34 W
Fair
<g<
P=q=qgs ot BS Yo
Poor
<g<
A ot P2 T
0<q<q Very poor 0 0 0

Table 1. Probability colour gauges for different values of o, p and y when Q-H-E aspects are
independent
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On the other hand, Table 2 illustrates an example in which the Q-H-E aspects are dependent,
o is fixed while B and y are varying simultaneously.

a=0.982
a=0.982 320[;9221 SZOY.SSS(i
1 1 -1
s Ps 18
Ly Pa T4
g P f3
Do P T2
L By il
0 0 0

Table 2. Probability gauge for the eco-coefficients a, p and y when Q-H-E aspects are
dependent

From this primary analysis, it would be advantageous to exploit interesting results through
the mixing additive colours technique when using the analogy between probability theory
and code colours (Attaf, 2009). This technique can help designers and analysts involved with
high-technology composite materials to easily understand the ecodesign approach and
provide them with a strategic vision to reduce the negative impacts and assess the Q-H-E
performances during the composite product life-cycle.

5. Ecodesign optimisation

5.1 Ecodesign flow-chart
The objective is characterised by an optimisation of the ecodesign function, in which the Q-

H-E aspects all interact together (probability of the event F ). The optimisation process is
represented by a flow-chart and illustrated in Figure 6. The analysis of data after each loop
for the stage k=1 will be iterated for the other stages involved in the design process
(k=2,..,N). For instance, if the final probability output results are close to unity, then the
objective previously outlined in Figure 2c is fully reached! However, if the output results are
not close to the objective required by the ecodesign standards, we need to search for
possible new alternatives. These alternatives can be provided by practical variation of the
elements xx , yx and z.

5.2 Example of alternative solution

To illustrate the procedure of optimisation, let us consider for example stage k involved in
the design process and let the subscript k=4 characterising for instance the sentence “open-
mould polymerisation process” for which we assume that the “quality assurance aspect” and the
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Multiple database for the stage k
*k=L12,...N)

[ Software tool ]

v

:A Assessment of product ecodesign on the basis of
three criteria: Quality, Health and Environment

- Analysis of results and improvement of
. product ecodesign via alternative solutions L l L

: Stagel | ...... Stage N
Results ‘ Results
New database A\E_‘—

I g

R

v

Total results of CLA for the
considered composite product

Fig. 5. Process flowchart for ecodesign of FRP composite product

“health protection aspect” symbolised respectively by “x;” and “y,” are achievable and
sustainable; whereas the “environmental preservation aspect”, symbolised by “z/” is
unachievable for such a manufacturing process (open-mould). This means that the elements
x4 and y4 belong simultaneously to both sets Q and H; and therefore they belong to subset B
(x4€ B and y4€ B) as illustrated in Figure 6. However, the element z; does not belong to sets

Qand H (zs ¢ Q and z4 ¢ H) but it belongs to set E; so it belongs to subset S. In order to

realise the event F, the element z; must be altered in practice to become a new element
satisfying the following statement “environmental preservation aspect is achievable and
sustainable for closed-mould polymerisation process”. With this alternative solution, achieved by
a modification of the moulding process from open-mould to closed-mould, the three elements

x4, ys and zsrelated to stage 4 now belong to subset F (Figure 6). Further alterations of these
elements are possible in practice to reach the maximum limit target and to fully satisfy the
ecodesign requirements.

As discussed previously, if we let “z;” denotes the statement “environmental preservation
aspect is unachievable for polyester resin with high-styrene-content”, this can be practically
changed to yield a new element satisfying the statement ”environmental preservation aspect is
achievable for polyester resin with low-styrene-content”. By replacing “high-styrene-content” with
“low-styrene-content”, this gives a new ““z;” that satisfies the ecodesign requirements.
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Fig. 6. Example of alternative solution related to stage 4

5.3 Multidimensional optimisation software tool

Given the complexity of the optimisation process, which has to be applied in each phase
involved in the design of a FRP composite product whilst taking into account the three key
criteria Q, H & E, it is important to develop a software tool capable to solve the probability
problem and provide a high technique that can optimise the ecodesign function.

In this software tool, the optimisation process is composed of three steps which are
recapitulated as follows: the first step defines the stage involved in the design process
(k=1,2,..), collects the associated data and specifies the target value of probability to be
reached; the second step assesses and analyses results on the basis of the three main criteria
(Q, H & E) and then applies if necessary the optimisation procedure to achieve the required
value of probability; and the third step reports in the form of a specification sheet the final
eco-results and provides a comparison with classical ones.

The analysis of the ecodesign function will be made systematically by phase and according
to the type of data collected, the assessment may be done using qualitative and/or
quantitative method. Among the main phases subjected to an assessment procedure for FRP
composite products are included:

e  Phase 1: Definition of the FRP composite product functions and the design objectives.

e  Phase 2: Choice of the constituents and the manufacturing processes

e Phase 3: Characterisation of the different materials and definition of thicknesses

e  Phase 4: Correlation between tests and calculations

Phase 5: Manufacture and inspection of the first FRP composite article (FAI)

Phase 6: Qualification and certification of the FRP composite product

e  Phase 7: Launch of the FRP composite product manufacturing on the Supply Chain

e  Phase 8: Marketing of the FRP composite product (distribution and transport)

e  Phase 9: Use, repair and maintenance of the FRP composite product

e  Phase 10: End of life of the FRP composite product, waste management and recycling

e Phase 11: Evolution of lifecycle FRP composite product

For better interpretation and visualisation of results, the global ecodesign assessment of the
FRP composite product may be given in the form of a spider graph showing the location of
eco-coefficients values with regards to the limiting envelop of the ecodesign function. In
addition, the other constraints such as: hygiene & security, risk, energy, cost, time factor,
etc.. may be included in one of the three aspects that best matches the study.
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6. Material eco-characterisation and advanced eco-formulations

Throughout the design process, it is considered that the condition of intersection between Q,
H & E is always performed, so the product of the associated eco-coefficients. For notation
simplicity, this product expressed by axpxy may be reduced and replaced by a single factor
called “eco-efficiency factor”, denoted for example by the Greek letter A. This factor will be
inserted into each step involved in the design process and its measured value may be
different from one stage to another. For the stage (k), the ecodesign performance is evaluated
in relation to the measurement results of the factor A*) equals to a®xB®xyk). For instance, if
this factor reaches the sustainable factor i.e., A®=2Y, the objective required is then attained
and the ecodesign condition is fully accomplished for that stage. However, if the factor A®)
fails in stage (k), this will cause a systematic rejection of the material, the process, the
method or the service used in that stage. An alternative solution is absolutely necessary
before performing the next stage (k+1).

6.1 Eco-characterisation of composite materials

To further explain this approach, let us consider a simple standard material characterisation
test under uniaxial mechanical tension, chosen because it is the easiest and most convenient
mechanical test (Attaf, 2008). For better understanding and more explicit interpretation, the
results are presented in the form of conventional stress-strain diagram, where the x-axis
represents strain € and the y-axis represents stress o, but to clearly illustrate the different
successive stages of material behaviour, we consider a ductile elastic-plastic material. As a
result, the stress-strain curve in Figure 7 illustrates the linear and non-linear elastic domains,
the plastic domain, and the corresponding failure point. However, no information on the
material behaviour with respect to the environment and health protection is given. Since our
approach is essentially based on this argument, we consider that the absence of such
information in the final results may cause serious problems for human health and the
environment in the short or long term (e.g., asbestos). To overcome these inconveniences
and achieve ecodesign approach, it is imperative to consider the environmental and health
constraints in more detail and integrate them into the output results of test.

ot 1t

Failure
Mon-linear elastic

Linear elastic

Elastic &

domain Plastic domain

Fig. 7. Stress-strain relationship with no information on the material behaviour in relation to
health and environmental aspects
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This approach allows deciding very early on in the material selection process whether to
approve or reject a proposed material.

In the stage of material characterisation, the environmental and health impacts are taken
into account by considering the eco-efficiency factor A. This factor will be inserted into the
standard mechanical characterisation formulae of materials. Hence, Young’s modulus of
elasticity, determined by Hooke’s law and derived from experimental results must be
adapted to the actual situation by integrating health and environmental considerations into

characterisation tests. Thus, the new Young’s modulus of elasticity will become E “Young's
eco-modulus ”. The three dots (..) above the character E are only a brief description of the
interaction between Q, H & E as discussed previously in Section 2.2.

In relation to this orientation, the modulus eco-efficiency may be evaluated by measuring
the elasticity eco-efficiency factor, defined by the following ratio (Attaf, 2008):

E_
=M 8)
The numerator value of £ approaches the denominator value E#0, when A tends towards
unity. As it was discussed earlier, if this value does not meet ecodesign requirements, a
search for possible new alternatives can be provided to maximise the eco-coefficients until
sufficient agreement is achieved. Further investigations on the optimisation of these eco-
coefficients are still necessary, however.

6.2 Generalized Hooke’s eco-law for unidirectional ply

In high-performance composite structures, structural components are manufactured mainly
from unidirectional fibre-reinforced plies, where the ply axes are identified in the principal
coordinate system with numbers 1, 2 and 3. Whereas, the laminate axes are identified in the
global coordinate system (Cartesian coordinates) with letters x, y and z (Jones, 1999 &
Saarela, 1994). The I-axis and z-axis are combined into a single axis (Figure 8).

X
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A o) 1
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/(/ Fi 8]
/
I 8]
/
& Vi 8]
/K
0
2 v 3
zZ
y L 4

Fig. 8. Principal coordinate system (1, 2, 3) vs. global coordinate system (x, v, z) for
unidirectional ply
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The Young’s moduli Ei, Es, E; and the shear moduli Gz, Gz3, Gis of the unidirectional ply

determined from experimental tests will become E1, E2, E3, G12, G», Gi3, respectively.
In relation to this orientation and for a unidirectional fibre-reinforced ply, the eco-efficiency
factors related to the engineering constants for the linear-elastic mechanical behaviour may
be defined in the principal coordinate system as (Attaf, 2008):

CE S i BB »
A==, A= with = (1,j=1,2,3 and i) )
i ij Vi Vi

where E;, Ei are classical and sustainable Young's moduli in i-direction (i=1, 2 and 3),

Gy

4; , A; are the eco-efficiency factors of Young's and shear moduli, respectively and,

Gi]’ are classical and sustainable shear moduli in the i-j plane (i-j=2-3, 3-1 and 1-2),

v is the Poisson’s ratio for transverse strain in the j-direction when stressed in the i-

direction. For this value, it is important to note that no attempt was made to investigate the
sustainability of Poisson’s ratios. Their influence is beyond the scope of this analysis.
According to these assumptions and generalized Hooke’s law, the strain-stress eco-relations
for an orthotropic material in the principal coordinate system (1,2,3) may be written in
compact matrix form as:

{8}123 = |:S’]i| {0'}123 ((j=12.,6) (10)
123

where {5}123 = {&1 & & yn 731 12 }T, {6}123 = {0y 0, 03 73 T3 2'12}T are the

transpose of the strain and stress vectors, and {Sq} is the eco-compliance matrix of order
123

6x6 (6 rows by 6 columns). The components SU = S], are defined as:

511 = 1/E1 512 = —Vlz/E; 513 = —V13/Ei 514 =0 515 =0 S;6 =0
Sumvalby Sn=fB SemovalB Su=0 sp=0 s,=0
531 = —"31/ E3 532 = —"32/ Ea 533 = 1/ Ea 5;4 =0 535 =0 ngs =0
5;1 =0 5;2 =0 521'3 =0 5;4 = 1/ Gz3 S;s =0 S;é =0
551 =0 552 =0 553 =0 5;4 =0 555 = 1/G13 S.;xs =0
500 50 S0-0  Su0  Se=0  se-1/cy

Also, the eco-stiffness matrix of the ply may be obtained by the inverse of the eco-
compliance matrix. Thus, we can write:
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- -1
{Qﬁ} - {SU} (i,j=1,2,..,6) (11)
123

123

When using the eco-stiffness matrix, the stress-strain relations can be obtained by the
inverse of Equation (10). Thus, we obtain:

(ol = {Q@} (o) (0j=12.,6) (12a)
123

Since orthotropic fibres have almost the same characteristics along 2- and 3-axis, the 2-3
plane is considered to be a plane of symmetry and the three-dimensional 123-coordinate
system will be reduced to two-dimensional 12-coordinate system. Thus, Equation (12a)
becomes:

{o}s, = {Q]} e} (1j=126) (12b)
12

where {0'}12 = {0y 0y rlz}T, {5}12 ={g & ylz}T are the stress and strain vectors in 12-

coordinate system, and { Qji } is the eco-stiffness matrix of order 3x3 (3 rows by 3
12

columns).

Using the transformation matrix, Equation (12b) may be written, after some rearrangements,

in the global xy-coordinate system as:

{G}w: QZJ {S}X,y (1,7=1,2,6) (13)
.y

T T
where {o-}x’y = {o-x oy rxy} , {E}W = {ex &y ny} are the stress and strain vector in the

global xy-coordinate system, and Q,-j is the eco-stiffness matrix of order 3x3 (3 rows

X,y

by 3 columns). The components Ql] = Q]l (i, j =1, 2, 6) are functions of the fibre orientation

angle, 6 and the orthotropic elastic eco-moduli of the ply. By letting C=cos 6 and S=sin 6, the
eco-stiffness components are defined in the global xy-coordinate system as:

Q;l = én C*+ 2(("2'12+ 2é66)52C2 + sz st Qié = (én— élz_ ZQGG)SC?’ + (é12_ ézz*’ Zéﬁe)SSC

Q;z = (éll+ ézz_ 4é66)szcz + é12(54 + C4) Q;G = (én_ élz_ zé()e)SBC + (élz_ ézz"’ 2é66)sc3

Q‘éz = én st + 2(é12+ zéee)szcz + sz ct Q.e;ﬁ = (éu*' ézz— 2Q12— 2@66)52C2 + é66(54 +C%)
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With these ecological considerations, the constituent equations for laminated composite
structures can be derived using the classical lamination theory (Jones, 1999).

6.3 Constitutive eco-equations of laminates

When the environment and health impacts besides quality are taken into consideration in
the structural analysis, the constitutive relations for an unsymmetrically n-layered
laminated composite plate (k=1,2,..nn), and without transverse shear deformations can, after
integration through each ply thickness and summation, be written in matrix form as:

N: Ox . ] Eox
N Ay An As Bu B Bis
’ o An Axw Bi Bn B *
Ne _ s J'Zk Toy dz= Ass B 16 ?26 l?(\ﬁ Yo (14a)
M K171 | Z6y D Do D ||k
M, ZOy sym Dzz Dzs Ky
My ZTxy = Déé— Ky

Or in compacted matrix form:

PR {0} 4| B|[e
{—]\i} :Zj‘k ——\dz= —_—l_— — (14b)
M], &zl | B DS

X

where N and M are the resultant in-plane forces and bending/torsional moments,
respectively. Whereas, £0 and « are the associated strains and curvatures.

The eco-components of the sub-matrices Ay (extensional eco-stiffnesses), By (coupling eco-
stiffnesses) and D; (bending eco-stiffnesses) are expressed as:

neck o .
(A’/ ] B‘/ ° DIJ) :ZJ'zk—l(Qij)k (1’ z, Zz) dz (l/] = 1/ 2/ 6) (15)
k=1

These sub-matrices may be assembled in a single matrix [C} called extensional-coupling-

bending eco-stiffness matrix. Thus,

M - —Z—:—Z (16)

and Equation (14b) may be written as:

Xy
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6.4 Finite element eco-approach

When the analytical or mathematical solution does not exist, numerical methods such as
finite element method (Jones, 1999 and Zienkiewicz et al, 2005) may be used to yield an
approached solution. However, to achieve sustainable structural performance that is also
based on an assessment of environmental and health performances, it is imperative to
consider these constraints in more detail and integrate them into the finite element analysis.
In such situation, the finite element eco-approach for dynamic analysis will first consist in
resolving for one element type (¢) the system of the following equations:

(M) {e(o)}+ T e 0)}= U () (18)

where {qe(t)} is the vector of nodal displacements and rotations, {qe(t)} is the vector of
accelerations, and {ﬁ (t)} is the vector of forcing functions (external loads). Whereas [M.]

and [k.] are the mass matrix and eco-stiffness matrix, respectively. These are defined by the
following expressions:

(v =] [E] ] [E] acx (19)

[k =| [S]T[C} [s]dex (20)

in which Q. is the surface of an element; [ﬁ] is the inertia matrix, [E] is the displacement
function matrix, [S] is the strain interpolation matrix, and [C} is the elastic extensional-

coupling-bending eco-stiffness matrix. The Jacobian matrix [J ] is used to allow the passage
from Cartesian coordinates (x, y, z) to natural coordinates (&, 1, ).

For static analysis, the acceleration vector vanishes and Equation (18) is independent of time
and becomes as follows:

e e = 1r: (21)
Assembling eco-stiffness and mass matrices, and forcing functions vector of each element
involved into the generation of the whole structure yields the global system of equations:

o For dynamic eco-analysis:  [M]{G(0)}+[K]{g(0)}={F(0)} (22)

e For static eco-analysis: [K ] {q}: {F } (23)

where {q} is the vector of global displacements, {q} is the vector of global accelerations, {F }
is the vector of external loads (vanishes for free vibration analysis), [M] is the global mass
matrix, and [K] is the global eco-stiffness matrix.

By comparing the eco-results with the classical ones that do not take into account
environmental and health considerations, we can yield an estimate difference value called
“eco-deviation”, which may be calculated using the following relation:
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Eco-deviation (%) = V,;V %100 (24)

where 7 is the eco-result corresponding to A=); (0 <Ai<1) and V is the classical result
corresponding to A=1, generally.

For better comment and understanding of this eco-approach, the final results may be
presented in the form of graphs with normalized axes. A dimensionless quantity named
“eco-efficiency ratio”, representing the ratio between eco-results and classical ones, can be

chosen for the y-axis and denoted for example by the Greek letter A= VIV . When
performing stress analysis of composite materials and structures, A can for instance be

equal to o/c or t/t. The discrepancy between classical and sustainable results can help
designers and analysts to evaluate easily environmental and health performances.
Moreover, this discrepancy can be minimised via alternative solutions to reach the
appropriate value required by ecodesign standards.

7. Conclusion

Based on mathematical formulations, scientific, industrial and technological know-how in
the field of FRP composite materials and structures, this contribution aims to innovate and
develop a new approach providing the integration at each stage of the designing process
three balanced key criteria characterised mainly by Quality assurance, Health protection
and Environmental preservation (Q, H & E). To achieve these requirements, new criteria in
the form of eco-coefficients were defined and developed. However, greater depth of study is
still required to establish the rating satisfaction measure that yields the appropriate values
of sustainable coefficients, which are considered as an important source of reference for
comparison survey. To approach sustainability values of these coefficients, probability
analysis of ecodesign function and some optimisation procedures based on a new technique
of additive colours were undertaken in accordance with the three balanced key criteria.
When these eco-coefficients are approved by sustainability standards, they can then be
integrated into formulations of design and analysis, in characterisation tests; they can also
be implemented into future finite-element computer programs, etc. Designers, analysts and
engineers can make better use of ecodesign aspects to assess environmental and health
performances when comparing eco-results with classical ones.

This investigation could be integrated in the international standards, codes and guidelines
for sustainability research actions, and contribute to new orientations in the design of eco-
friendly composite materials and structures. It may also be regarded as a stimulation of eco-
innovation, sustainability and research activities in the field of FRP composite products
ecodesign and as an encouragement for designers and engineers to have a great motivation
towards the integration of health and environmental aspects into the designing process. In
addition, new ecodesign recommendations could be developed via this innovative survey.
These recommendations will, however, increase the design space of future composite
materials and their products. This will offer a new data to use in evaluating the different
stages of a material/ process/product life-cycle.

This type of “eco-action” constitutes a multidisciplinary approach that can involve
specialists in mechanical/civil/structural and process engineering, mathematics, physics,
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chemistry, health, environment and sociology. In addition, the impacts that may be
investigated including: (1) the undesirable substances entering in the manufacturing
process, (2) the amount of emissions of greenhouse gases, (3) the level of Q-H-E interaction,
(4) the quantity of the waste production and expired materials, (5) the classification of the
company with regard to the authorized regulations, etc. Then, alternative solutions leading
to new methods of ecodesign are suggested. The approved eco-coefficients may become a
source of normative coefficients used for validating the different manufacturing stages and
qualifying & certifying the new developed eco-composite materials and structures.
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Sealing Composites
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China

1. Introduction

Asbestos was once considered to be a “miracle mineral”. This naturally occurring silicate
has many desirable characteristics, including resistance to fire, heat, and corrosion. It is
strong, durable and flexible. Asbestos is inexpensive because it is available in abundant
quantities. Its versatility has led to its use as a component of a variety of products in
numerous industries (American Academy of Actuaries, 2007). The development of fiber-
reinforced elastomer gaskets began in the 1880s and led to the patent application for
Klingerit in 1904 (Piringer & Rustemeyer, 2004). Since more than one hundred years ago,
these kinds of non-metallic gaskets, which were made of compressed asbestos fibers (CAF)
materials, have been the most widely used sealing elements with a maximal yield.

Up till the 1970s, the health hazards of asbestos were recognized. Several diseases have been
linked to asbestos exposure, including mesothelioma, lung cancer, other cancers, asbestosis,
and pleural changes (American Academy of Actuaries, 2007). Due to the restriction on the
use of asbestos, the pressure was on scientists and engineers to develop non-asbestos gasket
material replacements, and asbestos was replaced by alternative fibers and fillers. These
alternatives were employed in an attempt to replicate the product properties of the former
CAF materials. These substitutes were developed using reinforcing fibers like aramid, glass
and carbon fibers to achieve high strength, and additives like inorganic materials (e.g., clays,
precipitated silica, graphite etc.). Since the 1990s, a great number of worldwide famous
sealing materials manufacturers have put significant efforts onto the development of a
variety of novel non-asbestos sealing composites (NASC), such as Garlock in USA, Klinger
in Austria, Kempchen in Germany, and Valqua and Pilar in Japan. Collaborating with some
international organizations and research institutions, they conducted a series of
experimental and application researches, and obtained many valuable results (Payne &
Bazergui, 1990). These investigations have laid a foundation for further studies on
performance evaluations and industrial applications.

Aramid was used as reinforcing fibers in the earliest non-asbestos gasket materials, because
it provided processing advantages, especially during calendaring. However, it is very
expensive and has poor thermal stability. Most commonly used fibers and fillers in non-
asbestos gasket materials do not achieve the outstanding stability as CAF materials do when
the binding elastomers become aged. More recently, novel formulations and manufacturing
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processes have been developed based on cheap reinforcing fibers, the hybrid effect of
different reinforcing fibers or an adapted material structure. These non-asbestos gasket
materials not only are significantly cheaper but also have a better performance at high
temperatures. Gu & Chen developed two kinds of sealing composite materials. One was
reinforced with aramid and pre-oxidized hybrid fibers and prepared by molding
preparation method and the other was reinforced with carbon and glass hybrid fibers and
manufactured by using calendar preparation method. The effect of different surface
treatment methods of the fibers on the heat resistance of the composite materials was
studied. The optimum prescriptions of the composites were obtained by regression design
method (Gu & Chen, 2007; Chen & Gu, 2008). Gao & Chen carried out explorative
investigations on the preparation method of nanometer calcium carbonate filled
modifications of rubber-based sealing composite materials and on the influence of
nanometer filled modifications on the mechanical properties of the prepared gasket
materials (Gao & Chen, 2009). A novel material concept for compressed fiber materials was
proposed to significantly decelerate the ageing of elastomer bound gasket materials by the
use of special elastomers and an adapted material structure, i.e., the multi-layer structure.
The steam testing, as opposed to the standard gasket testing, has been used to demonstrate
this improvement (Piringer & Rustemeyer, 2004).

It is essential that gasket materials possess good mechanical performances and sealability.
Mechanical performances include compressibility, resilience and stress relaxation property.
They are usually used to evaluate abilities to cause gasket material deformation into flange
face irregularities under assembly condition, to hold sealing surfaces of joints contacted
tightly under internal pressures, and of stress retention at high temperatures, respectively.
Sealability is a comprehensive performance of gaskets and indicates the ability to prevent
the sealed fluid from leakage through the joints. Sealability can also be called tightness and
can be measured quantitatively by the leakage rate.

In the mid 1980s, the American Pressure Vessel Research Committee (PVRC) set up “Room-
temperature Mechanical Test Procedure” and “Hot Mechanical Test Procedure” for
estimating the probable long-term performance and potential fire survivability of non-
asbestos gaskets to guide the qualification and selection of non-asbestos spiral wound,
jacketed and sheet gaskets for petroleum and petrochemical plant services in the range of
423-866K. Procedures, test fixtures, and typical test results for several process plant gaskets
were discussed. An aged exposure parameter was introduced that correlates cumulative
damage with exposure time and temperature for materials that degrade over time (Payne et
al., 1989a; Payne et al., 1989b; Payne & Bazergui, 1990). The change in properties of some
compressed sheet gasket materials subjected to temperature exposure for periods of up to
one year was investigated by Marchand & Derenne. This resulted in a better understanding
of the long term effect of thermal degradation on the properties of elastomeric sheet gasket
materials. An improved qualification protocol based on the obtainment of the thermal
endurance graph of a sheet gasket material was proposed for the extrapolation of the long
term service temperature (Marchand & Derenne, 1996). Tsuji et al. researched
experimentally the effect of aging time on sealing performance of non-asbestos spiral
wound gaskets at elevated temperatures under either the stress controlled condition or the
strain controlled condition. The tightness parameter T, at different elevated temperatures
was obtained. The results indicated that the non-asbestos spiral wound gasket had the same
sealing performance as the substitute for the asbestos spiral wound gasket between 483 and
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693 K (Tsuji et al., 2004). Xie et al. investigated the compressive and resilient performances
and relaxation property of the developed compressed non-asbestos fiber reinforced rubber
sheet gasket materials, and discussed in detail the effect of the non-asbestos fiber on the
properties of the sheet gasket materials (Xie & Cai, 2002; Xie & Xie, 2004).

Systematic researches on gasket performances and their characterizations have been carried
out in the Fluid Engineering and Sealing Technology Laboratory at Nanjing University of
Technology since the 1980s. The compressive-resilient performance, creep and stress
relaxation properties, and leakage behaviour of some types of gaskets were investigated.
The representation of gasket performances was put forward, and the formulae for
expressing gasket performances were obtained by means of the proposed models and
regression analysis of experimental data (Gu et al., 1999; Gu et al., 2000; Gu et al., 2001; Gu,
2002; Zhu et al.,, 2007; Zhu et al., 2008; Gu et al., 2010). A novel tightness concept was
presented, and the tightness analysis and design methods of gasket sealing joints based on
the criterion of the maximum allowable leakage rate were developed. Relatively accurate
predictions of leakage rates of some gasket sealing connections were also obtained (Gu &
Zhu, 1988; Gu & Huang, 1997; Gu et al., 2004; Gu & Chen, 2006; Gu et al., 2007a; Gu et al.,
2007b).

Up to now, much work has been fulfilled on the development, performance evaluation and
engineering applications of the sealing composites reinforced with non-asbestos fibers, and
many results have been achieved. However, relatively comprehensive and systematic
reports on design, manufacture and performance evaluation of NASC are still very scarce,
especially on the characterization of micro structural parameters, and the mechanical
analysis and macro performance prediction of these materials according to the theories of
micromechanics and viscoelastic mechanics.

In this chapter, manufacturing technology, surface treatment methods for reinforcing fibers,
and formulation design methods of NASC are introduced. Measurements and
characterizations of some micro structural parameters of fibers including their aspect ratio,
orientation and distribution are investigated. A micromechanical model of single fiber
cylindrical cell and a model of compressive type single-fiber cell are established, on the basis
of which the methods are proposed for evaluating macro-mechanical performances of
NASC, such as tension, compression, and stress relaxation. A leakage model for predicting
non-asbestos gasket leakage rates is presented and verified experimentally. Furthermore,
the performances of some developed NASC are also evaluated.

2. Manufacturing technology of NASC

2.1 Molding process

The molding process of NASC is similar to that of the traditional rubber based composites,
as shown in Fig. 1. The plastication should be carried out using a mill mixer or an internal
mixer, to improve plasticity of raw rubber. Before this step, raw rubber may be roasted in a
hot chamber within 333-343 K to decrease its hardness and improve manufacturability. The
roll temperature of the mill mixer should be controlled below 343 K, and the roller space is
about 0.5-1 mm.

The gross rubber is obtained in the mixing step where all accessory ingredients and filling
materials are evenly dispersed in broken-down rubber by extrusion and shearing actions of
rollers repeatedly.
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Reinforing fibers ——— Short-cutting

Crude rubber
Surface treatment
Accessory ingredients Plastication Filling material Compatibilization fibers
Fiber opening
Size degradation — - MiXing «—— Size degradation Removal of impurity

Mixing, molding

Vulcanization — Product

Fig. 1. A molding process of NASC

The mixing step can also be carried out in a mill mixer or an internal mixer. During mixing,
the reinforcing fibers can be evenly dispersed in gross rubber, and the aspect ratio of the
fibers is reduced to an appropriate value. In the vulcanization step, the rubber and a
vulcanizing agent will chemically crosslink at sulfurizing pressures and temperatures. The
effect of sulfurization parameters on the transverse tensile strength of aramid fiber

reinforced NASC is illustrated in Fig. 2.
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Fig. 2. The effect of sulfurization parameters on transverse tensile strength of aramid fiber
reinforced NASC

2.2 Calender process

A calender process flow diagram is illustrated in Fig. 3. In this process, rubber is dissolved
by an organic solvent and then mixed with other constituents. The NASC sheet is molded in
a roller-type calender.

Preparation of rubber paste is fulfilled in three steps including plasticizing, mixing and
dissolving. The mixing and plasticizing steps are the same as those in the molding process.
The gross rubber should be separated into small pieces, and then dissolved into the rubber
paste by organic solvents, such as gasoline, benzene, methylbenzene and ethyl acetate.

In the mixing step, rubber paste, filling material and reinforcing fibers are mixed, and good
quality gross rubber particles with suitable diameter, humidity and hardness are prepared.
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Fig. 3. A calender process of NASC

The calender process is carried out with two rollers rotating in the opposite directions. Gross
rubber particles are fed into the clearance between rollers, and manufactured into NASC
sheets. The operating principle of a roller-type calender is shown in Fig. 4.

NASC sheet Gross rubber particles

Fig. 4. The operating principle of a roller-type calender

The operating parameters of the calender process mainly include speed ratio of rollers,
calender speed (roller surface speed), roller temperature, feed speed, roller clearance and
extrusion pressure.

The two rollers are usually thermally stabilized by steam and cool water, respectively.
Accordingly, they are called hot roller and cold roller. The appropriate speed ratio of two
rollers is in the range of 1.04-1.06.

2.3 Surface treatment of non-asbestos reinforcing short fibers

The surface activity of most non-asbestos fibers is very poor, which leads to the lower
wettability between fibers and rubbers. Therefore, in order to obtain a good interface
bonding strength, the reinforcing fibers must be pretreated by suitable surface treatment
methods. The commonly used surface treatment methods include surface activating
treatment and dipping treatment.

Some NASC were developed by the molding process with aramid short fiber as reinforcing
fiber, and NBR and NR as elastic binding material. Three surface treatment methods were
adopted to pretreat aramid fiber; they are RFL latex dipping, HRH binding agent treatment
and silane coupling agent dipping. The results of SEM observation of the developed NASC
are shown in Fig. 5.

It can be seen that the surfaces of the aramid fibers without treatment are very smooth, and
there are only a few rubber particles adhering on the fiber surfaces. After surface treatments,
the adhesion effect between fiber and rubber matrix was obviously improved.

Carbon short fiber can be treated by coupling agent dipping process or epoxide resin
coating process after pretreating by air oxidation process or low temperature plasma
process. The transverse tensile strength of NASC developed by the calender process was
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tested after aging treatment at 623 K, and the results are shown in Fig. 6. It can be seen that
surface treatments have improved the reinforcing effects of carbon fiber.

(c) Treated by HRH binding (d) Treated by RFL latex

Fig. 5. SEM photos of transverse tensile fracture sections of aramid fiber reinforced NASC
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Fig. 6. Transverse tensile strength of carbon fiber reinforced NASC after aging at 623 K

The treatment effect of glass fiber by coupling agent is also distinctive, as illustrated in Fig.
7. The glass fiber should be firstly dipped in a silicon coupling agent water solution for pre-
treatment, and then immersed into an epoxide resin methylbenzene solution (2wt%) for
further coating treatment. Finally, they must be dried at 423 K to solidify impregnated layer.
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Fig. 7. Transverse tensile strength of glass fiber reinforced NASC after aging at 623 K

The SEM photos of transverse tensile fracture sections of carbon/glass hybrid fiber
reinforced NASC aged at 623 K for 5 hours are shown in Fig. 8. It can be seen that the
intertwined and the rubber coating conditions of fibres are obviously improved after the
surface treatment of the fibers by the coupling agent/epoxide resin coating process.

(a) Treated by coupling agent/epoxide (b) Without surface treatment
resin coating process

Fig. 8. SEM photos of transverse tensile fracture sections of carbon/ glass hybrid fiber
reinforced NASC

3. Formulation design of NASC

3.1 Selection of raw materials for NASC

The main constituents of NASC are non-asbestos reinforcing fibers, elastic binding materials,
filling materials and chemical additives. There are great differences of the physicochemical
properties between non-asbestos fibers and asbestos fibers. Therefore, in the design of NASC,
the effects of the properties and the content of the non-asbestos reinforcing fibers on the
performances and manufacturability of the NASC should be paid more attention.

The suitable non-asbestos reinforcing fibers are usually selected according to the
performance requirements of NASC. Heat resistance, aspect ratio, medium-resistance,
compatibility with rubber, performance-price ratio and source of the reinforcing fibers
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should be considered, too. The commonly used non-asbestos reinforcing fibers include
carbon fiber, aramid fiber, glass fiber, mineral wool, plant fiber, and so on.

Elastic binding material binds reinforcing fibers and other filling materials together, makes
up elastic network structure, and provides compression-resilience and medium-resistance
performances of NASC. Natural rubber, nitrile rubber, styrene-butadiene rubber, neoprene
rubber, ethylene propylene rubber, fluorine rubber and silicone rubber can all be used as the
elastic binding materials of NASC. In consideration of the product performances and price,
natural rubber and nitrile rubber are preferably selected.

The filling materials of rubber products include compatibilization filler, reinforcing filler
and functional filler. Commonly used filling materials include brucite fiber or sepiolite fiber,
carbon black, carbonate, sulphate, metallic oxides, and silicon oxides. In NASC, large
grained filler must pair up with short grained filler to maintain proper inter space among
rubber bulk material, fibers and filler particles, and ensure sufficient combination between
rubber and filler particles.

The selectable accessory ingredients include vulcanizing agents, vulcanization accelerators,
vulcanizing activators, anti-aging agents, plasticizing agents and colouring agents etc.. The
mixture of dibenzothiazyl disulfide (40 wt%) and tetramethylthiuram disulfide (60 wt%) can
be used as a vulcanization accelerator. Zinc oxide (3-5 wt%) and stearic acid (0.5-2 wt%) can
be selected as a vulcanizing activator. N-phenyl-n-isopropyl ursol (4010NA) is usually used
as the anti-aging agent of rubbers, and the amount is about 1-4wt% (related to rubber
weight). Plasticizing agents, colouring agents, solvent, blowing agents, dusting agents and
reinforcing resins etc. can also be adopted as accessory ingredients.

3.2 Formulation design of NASC

The uniform design method can be used to further decrease test number in formulation
optimization. The approximate formulation of composites can be obtained by uniform
design, but the principal and subordinate factors which affect material performances cannot
be analyzed by the design table. Furthermore, the regression design can also be adopted to
optimize the formulation of NASC. In the mixing regression design, a small quantity of test
points will be selected to obtain enough experimental data. According to these data, the
regression equation can be derived from the relationship between the test index and the
different constituent contents. Finally, the optimization point can be obtained.

3.2.1 Formulation design of aramid fiber reinforced NASC

The formulation design of the aramid fiber reinforced