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Preparation and Properties of PVC/Poplar Powder Composite
Foam by Moulding Method

XU Zhao—-yang', LIU Qing—de’, LIU Qing—feng’
(1. Nanjing Forestry University, Nanjing 210037, China;
2. Xuzhou Tiandelifa Container Plate Co., Ltd., Xuzhou 221300, China)

ABSTRACT: The PVC/Poplar powder composite foam was prepared and its properties were investigated. The moulding
method was used to prepare the composite foam, and the compressive test was used to characterize the properties of the
composite foam. The density of the composite foam was increased as the filling content of poplar powder was increased. The
compressive stress was increased firstly then decreased as the filling content of poplar powder was increased. When the
content of poplar powder was 10 portions, the compressive stress was the maximum. The compressive stress was increased
firstly then decreased as the mesh number of poplar powder was increased. When the mesh number was 100 meshes, the
compressive stress was the maximum. The moulding method can be used to prepare the PVC/Poplar powder composite
foam. The properties of composite foam were influenced by the content of AC foaming agent, the filling content and the
mesh number of poplar powder.
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Fig.1 Effect of foaming agent on density and compressive stress at

0.4 strain
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Fig.2 Effect of wood powder filling quantity on density and com—

pressive stress at 0.4 strain
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Fig.3 Effect of mesh number of wood powder on compressive stress

at 0.4 strain
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