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A Full day Conference covering all areas of Plastics was organized by TAAPMA managed by ELITE PLUS of 
thMumbai at Novotel, Hyderabad on the 28  of April, 2017. Around 350 delegates, from all over the country 

including some international delegates from China, Italy, Singapore and Germany participated in this 
Conference. 
The Platinum Partner of the event was WINDMÖLLER & HÖLSCHER INDIA PVT. LTD.
The Gold Partners were Borouge India Pvt. Ltd, Flint Group, SP Ultraflex Systems (P) Ltd., Uflex Limited-
Engineering Division, Reliance Industries Ltd. ExxonMobil Company India Private Limited, Consul Neowatt 
Power Solutions Pvt. Ltd.  
The Silver Partners were Indian Oil Corporation Ltd., Nordmeccanica India Pvt. Ltd., 
Stalls were put up at the venue by Bobst Bielefeld, Phoenix Global, Tapadia Polyesters Pvt Ltd, IPLEX 17, 
Centaur Marketing, Lila Polymers, Chiripal Poly Films Limited. Financial support was also received from 
NSIC, Hyderabad Branch. 
Logo support was extended by The State Govt. of Telangana, TAPMA, KPMA, KSPA, CIPET and NSIC.

 TAAPMA ACTIVITIES

Mr.Venugopal Jasti, 
President, TAAPMA

Chief Guest Mr.Jayesh Ranjan, IAS
Principal Secretary, Industries & Commerce Dept., Govt. of Telangana.
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Dear Members, 

TAAPMA POLYMER CONFERENCE 2017 was successfully 
organized by TAAPMA in the month of April. Around 350 
national and international delegates participated in this 
Conference. Many TAAPMA members also benefitted from 
taking part in this Conference. The Chief Guest of this program was Mr.Jayesh Ranjan, 
Principal Secretary, Industries and Commerce Dept., Govt. of Telangana.

A Poster and a Sticker to be used for Campaign were launched at GHMC premises, Liberty by 
the Commissioner, GHMC on June 5, 2017 on World Environment Day. This is a step 
towards an initiative to create Awareness in the minds of the General end users. It will help in 
educating the general public on the segregation and disposal of waste generated at their homes. 
The Poster will be pasted in Residential areas like apartments. The sticker will be pasted on the 
passenger carrying autos plying in GHMC jurisdiction and also on the waste carrying trolleys 
used by GHMC staff.

First Plastmeet on GST was organized on the 9th of June, 2017 at FTAPCCI. More than 140 
members attended this Plastmeet and benefitted by clearing all their doubts in the interactive 
session. We propose to organize many more such programs on latest topics.

IPLEX17 was organized in the month of June, 2017 by TAPMA at Chennai. Hope many 
members visited the Exhibition and availed the opportunity of meeting up with Exhibitors 
and seeing latest machines.

TAAPMA is gearing up for IPLEX18 to be held in HITEX, Hyderabad in the month of 
August, 2018. The marketing is in full swing and the response is very encouraging.

Second Plastmeet on GST on the topic "Understanding Transitional Issues and ITC”
(Input Tax Credit) was organized on the same day of AGM at the same venue just before the 
AGM. Many members have attended this Plastmeet and clarified their doubts. 

The 49th AGM was held at Haritha Plaza, Begumpet, Hyderabad on the 31st of July, 2017 
from 7PM onwards. Many members took part in the proceedings of the AGM. A new team of 
Office Bearers and Managing Committee Members were elected at this AGM.

We hope by now all members have migrated to GST.

Members
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After a brief introduction of TAAPMA and Elite Plus the Conference started with the lighting of Lamp. 
The Chief Guest of this program Mr.Jayesh Ranjan, Principal Secretary, Industries and Commerce 
Dept., Govt. of Telangana, lit the lamp and inaugurated the conference along with the other dignitaries 
present on the dais.

The welcome address was delivered by Mr.Venugopal Jasti, President, TAAPMA. He welcomed all the 
dignitaries present at the Conference including the Chief Guest, Speakers, Sponsors, the whole Plastic 
Fraternity along with the members, MC Members and Past Presidents of TAAPMA. He hoped that the 
brain storming sessions will help all the delegates participating in the Conference to improve their skills in 
running their industries. He appreciated and thanked Mr.K T Rama Rao,The Hon'ble Minister of IT, 
Industries and Commerce for having a bright vision for the state of Telangana with respect to Industry 
and IT. He requested the Govt. of Telangana to allocate land at the upcoming Plastic Park at Mankal 
exclusively to the SSIs.

The Chief Guest Mr.Jayesh Ranjan, explained the industrial policy taken up by the state Govt. He also 
said that many major Plastic Industries were willing to set up shop at Telangana since we have agreed to 
provide incentives and infrastructure. He also mentioned that there were more than 3000 plastic units in 
and around Hyderabad and these units provide employment to more than a million. He said that due to 
the presence of these units it is a huge market for international and National players for sale of machinery, 
Raw Material and other requirements of the industry.  

He assured the Plastic Industry that the land at upcoming Plastic Park Phase-I at Mankal will have a 
majority of MSMEs. He also assured the gathering that more land will be allocated for Plastic Park Phase-
2. He was elated that there already exists an institutional knowledge arrangement at Hyderabad like 
CIPET and IIP. He wished the Industry all the very Best for a bright Future.

The Keynote address was delivered by Mr.Puneet Madan, COO-Polymer Business, RIL. He said that the 
scenario is very encouraging as the market has grown @5% in the Asia region. There has been a change in 
the supply also. He gave details region wise world wide with recent statistics and data. He also discussed 
the impact on the Indian market due to this change in the supply market. The implication of 
demonetization on the indian industry and the FDI and GDP of both the states of Telangana and AP 
were dealt in detail with figures. Oppurtunities for the Plastic Industry in these states were underlined by 
Mr.Madan. The Dignitaries on the dais were felicitated by presenting bouquets and momentos.

The Inaugural session concluded with Vote of Thanks delivered by Mr.Shivkumar Gupta, Chairman, 
Conference Committee. He thanked the Chief Guest, all the Sponsors, Speakers, Eliteplus and the 
TAAPMA Team for making the Conference possible at Hyderabad.

Mr.Puneet Madan
Reliance Industries 

Mr.Shivkumar Gupta
Chairman
Conference Committee
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The Technical Session Chairman, Mr.AVPS Chakravarthi started the session by giving a brief of the 
topics to be dealt in the technical session and also introduced the speakers along with their respective topics.

Mr. Gerhard Schoone, Regional Director, Windmöller&Hölscher presented a paper on Advancement 
in Rotogravure Printing Technologies: Dynastar. He explained the uniqueness of the machines supplied 
by his company.

The next paper was presented by Mr.Sanjay Sabharwal, Executive Vice President, Uflex Limited on the 
topic Make in India - New Initiatives in Flexo and Extrusion Coating

Flexible packaging with reference to Indian industry scenario was dealt with thoroughly. He informed 
that the Food packaging, Pharma and cosmetics areas have very encouraging growth.

Mr.Rainer Rosenbusch, Sales Manager - SAARC & SEA, from Bobst Bielefeld. His presentation was on 
the topic Graphic Positioning System (GPS) – A Flexo Revolution. He informed the members that their 
machines are manufactured at Pune and exported to 50 countries. Details of the Flexo Machines with 
their description, advantages of using these machines, comparative study with reference to other 
machines available in the market   were dealt with in detail with a Power point presentation.

The first Technical session came to an end and the speakers on the dais were felicitated by presenting 
momentos.

Mr.Sanjay Sabharwal
Executive Vice President

Uflex Limited 

Mr.AVPS Chakravarthi
Ecobliss India Pvt. Ltd.

Mr. Gerhard Schoone
Regional Director 

Windmöller&Hölscher

Mr. Gerhard Schoone, 
Regional Director, 
Windmöller&Hölscher
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After the Networking Lunch break the second technical session started with the Session Chairman, 
Mr.Prem Kankaria giving a brief of the topics to be dealt in the technical session and also introduced the 
speakers along with their respective topics.

Borouge Expanded Product Portfolio & RB707CF in Flexible Packaging was presented by Mr.Peter 
Malmros, Sr. Technical Manager (PE / PP Film), Borouge Pte. Ltd. He gave details of the Borstar Flexible 
packaging material. The presentation was well received by the audience. 

Mr. VirendraTiwari, Sales Development Manager, Exxonmobil made a presentation on Value addition 
by Vistamaxx performance Polymers in Masterbatch Application & in Extrusion Coating / HDPE 
shopping and Garbage bag / PP modification application. He threw light on the new products in 
traduced by their company and how new technology has been used in bringing out the new product. This 
is an Innovative and cost effective solution for packaging.

Dr. LiXing Luan, Senior Engineer Marketing Development Technical Services,Polymers, North Asia, 
Sabic spoke on the subject SABIC Solution in Flexible Packaging (Innovate + Collaborate) / 
CohereTM POP (Polyolefin Plastomers) for sealant in Advanced Flexible Packaging. The Presentation 
was well appreciated by the delegates. 

Mr.NitinChowdhary, Deputy CEO, Windsor Machines Limited, presented a paper on Broadening 
Horizons of Indian Blown Film Machinery. After giving a small introduction of the company he 
represents, Mr.Nitin gave a detailed presentation on the Topic. And also reasons for the decrease in 
imports of machines which is a happy situation.

The Topic Reliance @Polyolefins Current & Future was presented by Mr.RajuVenkat, Heading 
Product Application & Technical Services, Reliance Industries. 

Ms.Shivani Paul, Sr.Manager (Petrochemicals Marketing), IOCL spoke on the topic Investment 
Opportunities in Petrochemical Industry in Haryana and Odisha. She gave statistics of consumption in 
India and the international market, future growth, demand of PE and PP. Oppurtunities in flexible 
packaging in the food packaging industry, automobile, agriculture, Pharmaceuticals industries. 

Mr.Prem Kankaria
Raj Packaging 
Industries Ltd.

Mr.Peter Malmros
Sr. Technical Manager

Borouge Pte. Ltd. 
Mr. VirendraTiwari

Exxonmobil 

Dr. LiXing Luan
Sabic 

Mr.NitinChowdhary
Deputy CEO

Windsor Machines Ltd

Mr.RajuVenkat
Reliance Industries Ltd.

Ms.Shivani Paul
 IOCL 
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The Third Business session Recent Developments in Polymers opened with the session Chairman, 
Mr.Gowra Srinivas giving a brief on the topics to be covered and also introduced the Speakers to the 
audience.
New Horizons - Geo Synthetics was presented by Mr.V Ravikanth, Asst. Vice President, Reliance 
Industries Limited. After the defining Geo Synthetics, Mr.Ravikanth shared the world consumption data 
of raw material.  
Mr.RakeshPandya , Marketing Manager,BorougePte.Ltd. gave a presentation on the Topic Borstar 
Agriculture Solutions for higher crop yield. He said that in the Indian scenario there is a resource 
constraint so the resources are to be used efficiently. Due to the unpredictable climate conditions more 
efficient methods of farming should be used. The answer to all these is Plasticulture. Plasticulture helps to 
improve productivity. He also threw light on the World scenario of production which was achieved with 
the help of plasticulture. Borouge's contribution to Plasticulture was also shared.
Aquarex: New Oppurtunities in Film Production was presented by Mr.Christoph Heepe, Regional 
Manager Technical sales-Extrusion, Windmöller&Hölscher. He spoke at length about stretch Films with 
reference to production in India. 
Few questions were asked by the delegates and these were answered by the Panel. The session concluded 
by felicitating the speakers with Momentos.

Mr.V Ravikanth
Asst. Vice President
Reliance Industries Ltd. 

Mr.RakeshPandya
Marketing Manager

Borouge Pte.Ltd. 

Mr.Christoph Heepe
Manager Technical

Windmöller & Hölscher. 

Mr.Amdiyala Sudhakar presenting
 Memento to Mr.Gowra Srinivas
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After a short Tea-Break the Session Chairman, Mr.MV Prasad, Regional Manager-South, Reliance 
Industries Ltd. started the session by introducing the speakers and their topics.
Mr.SanjeevBansal, Director- Technical, Flint Group spoke on the Topic Gravure - FlexoTechnology 
Comparison and Recent Developments in Ink Technology for Plastic Substrates. Latest developments 
in Gravure Process and Flexo Printing Process Technology and the advantages in using this technology 
were a part of the Presentation. Limitations were also discussed.
Mr.AmitKawa, Sales Manager, SP Ultraflex Systems (P) Ltd. made a Presentation on The future has 
arrived- Dual Turret Slitter Rewinders fast replacing the duplex variety.
Innovation in Lamination and Metallization by Mr.Fabio Vincenzi, Senior Product Manager,
Nordmeccanica Group. He gave a detailed Presentation on Lamination and Metallization practices in 
India. Mettalization will help to improve the Product appearance and will help the Flexible Film 
manufacturing sector.
Energy Management in Excuder (Plastic, Polymer, Packaging etc.) Industries Sriram Ramkrishnan, 
Managing Director & CEO, ConsulNeowatt Power Solutions Pvt. Ltd. gave an interesting Presentation 
on the above Topic. Quality of power is instrumental in the quality of output. He dealt with the New 
Innovations in inverters like industrial and solar which can be used in achieving good quality Energy by 
avoiding fluctuations.

Mr. J. Venugopal presenting 
Memento to Mr.MV Prasad, RIL

Mr.SanjeevBansal
Director- Technical 

Flint Group 

Mr.AmitKawa, 
Sales Manager, 
SP Ultraflex 

Mr.Fabio Vincenzi
Sr. Product Manager

Nordmeccanica
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The Technical Sessions came to an end by Presentation of Momentos.
Mr.V Sekhar, Convenor, IPLEX17 made a Presentation of IPLEX17 inviting the delegates to come and
visit Chennai. 
The Conference concluded with the Vice President, Mr.BL Bhandari delivering the vote of Thanks.

Mr.V Sekhar
Convenor
IPLEX17 

Mr.BL Bhandari 
Vice President

TAAPMA
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Basic chemistry dictates that the strength of molded parts partly derives from 
the entanglement of the long polymer chains that comprise the base resin. 
Hygroscopic engineering resins, such as PBT, PET, PC and nylons, all absorb 
ambient moisture that can effectively shorten their polymeric chains and 
adversely affect performance in both the mold and the end part.

The aliphatic amine molecule of nylons, in particular, lacks the aromatic ring 
directly on the molecule's nitrogen atom, which makes them particularly 
susceptible to picking up moisture. If excess moisture is not removed, the 
presence of heat and pressure during molding can cause hydrolysis, which 
degrades the polymer or causes chain scissions that produce excessive 
outgassing, splay marks, or discoloration and compromise the physical 
integrity of the finished part.

A number of specialty resins, such as polyphthalamide (PPA), have significant 
amounts of aromatic character in their polymeric backbone, which causes them 

to absorb less moisture than aliphatic nylons like nylons 6 and 66, and do so at a slower rate. The diffusion coefficient 
for water in some grades of Solvay's Amodel PPA, for instance, is approximately 20% that of nylon 66 at 73°F (23°C). 
Put another way, PPA generally will not absorb more than 1.5% of its weight in moisture, while nylon 6 can hold up 
to 7%. Yet PPA resins are still considered hygroscopic and require proper drying prior to processing.

It is important to emphasize that there is more at stake here than simply getting unwanted moisture out. There is such 
a thing as drying a resin too much. Ultimately, the aim is to ensure maximum polymer performance, which is 
especially important if your design calls for a specialty polymer like PPA. This 
also applies to less hygroscopic specialty resins like polyamide-imide (PAI) and 
even non-hygroscopic polymers, like polyphenylene sulfide (PPS).

Although PPS is hydrolytically stable, pellets may pick up some surface 
moisture during shipping or storage that may result in cosmetic defects, such as 
surface streaks or splay marks on injection molded parts or severe bubbling or 
streaking in extruded profiles. Further, surface moisture can vaporize into 
steam within the barrel of an injection molding machine, creating internal 
pressures that force nozzle drool. Lastly, it is important to remember that many 
mineral fillers are hygroscopic and can make reinforced compounds more 
susceptible to moisture-driven drool even if the base resin is stoutly non-
hygroscopic.

PPA is being used more frequently by molders for demanding high-heat applications in 
automotive and other markets. While in the nylon family, it does not dry quite like nylon. 
Follow these tips.

What You Need to Know About Drying Specialty Nylons

Specialty resins such as Amodel PPA 
absorb less moisture than aliphatic 
nylons such as nylons 6 and 66, and do so 
at a slower rate. Yet PPA is still 
considered hygroscopic and requires 
proper drying prior to processing.

Proper drying of PPA is critical to 
maintain mechanical and aesthetic 
p e r f o r m a n c e  i n  d e m a n d i n g 
applications, such as this automotive 
exhaust-gas recirculation valve.
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ROLE OF DRYING EQUIPMENT & TECHNIQUE

The first step toward optimal drying of hygroscopic resins is to prevent moisture absorption in the first place. Amodel 
PPA, for example, is shipped with less than 0.15% moisture in vacuum- sealed, aluminum-lined containers that 
prevent moisture ingress. Once opened, it is critical to reseal packaging containers as quickly and as tightly as 
possible. Many suppliers provide tools to help molders gauge how long they should dry a resin based on how long its 
container has been open.

Equally important is that bags should be opened individually and immediately loaded into a hopper dryer. Opening 
several bags to allow air conveyors to transfer the resin to the hopper as needed allows the resin to pick up moisture. 
When loading resin from large containers, it is best to cut just enough of the foil liner to fit an air- conveyor wand into 
the package, and then reseal the foil around the top of the wand. Only dried air—as opposed to “shop air”—should 
convey resin.

More exacting applications may require measurement of resin moisture content prior to molding. Karl Fischer 
titration, which uses a moisture-reactant chemical, offers an efficient, rapid, and highly precise method for 
determining water content in resins. Gravimetric moisture analyzers, while less precise than titration, may be more 
suitable for a manufacturing setting. These devices comprise a sensitive weigh scale embedded within a benchtop 
drying oven to measure how much weight the resin loses during drying. While relatively fast and inexpensive, 
gravimetric analysis is not moisture-specific. So, its measurement may be distorted by the evaporation of other 
volatile components in the resin.

The range of options for drying resin is even more diverse, but they take one of three approaches: heat, chemical 
desiccation, or vacuum pressure. All are suitable for drying specialty resins. 

 Hot-air dryers are the most effective in removing surface moisture and therefore are suitable for non-hygroscopic 
polymers such as polyolefins, polystyrene, and PVC.

 Desiccant dryers have long been the workhorse for drying resins that absorb moisture, and generally include some 
configuration of a moisture-removal filter or bed that recycles dry air through the system in a closed loop. Single-bed 
desiccant systems are adequate as long as the desiccant is replaced as necessary, but dual-bed systems allow 
regeneration of one bed while the other is drying. Another variation incorporates a rotor that exposes different 
sections of a rotating desiccant wheel to process air, regeneration or cooling. Rotating or wheel designs absorb 
moisture at a more constant rate than a conventional desiccant bed, which helps to minimize spikes in dewpoint or 
temperature. 

Low-pressure or vacuum dryers heat pellets just enough to dislodge moisture from the resin's molecular structure, 
and then draw it off under vacuum. These systems can dry resins in a fraction of the time it takes other dryers, thereby 
saving energy and minimizing the prospect of discoloration from heat.

Regardless of the technique, the key metric for effective drying is dewpoint, which equates with ambient moisture. 
That is, the lower the dewpoint, the less moisture there is in the air inside the dryer. The ideal dewpoint for drying 
most resins, including PPA, is -40°F/°C. As long as the dryer's dewpoint remains fixed, however, time and 
temperature can be used to calculate when the resin is adequately dry for processing. This may vary from polymer to 
polymer.

For PPAs, the drying time and temperature depends on the moisture content of the resin, the size of the hopper dryer 
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used, and the throughput of the molding process. To determine the proper drying temperature, divide the capacity of 
the hopper dryer (in lb or kg) by the rate of resin consumption (in lb/hr or kg/hr). This will determine how long the 
material should remain inside the dryer, which in turn determines the drying temperature. Figure 1 shows 
recommended drying time and temperature for Solvay's Amodel PPA resins when their sealed shipping container is opened.

For most uses, the specified dryness is 300 ppm (0.03%) for Amodel PPA resin. However, this specification may be 
tighter for some applications, such as extruded monofilament, which requires the resin to be extremely dry. 

As previously mentioned, it is possible to overdry PPA and other resins, thereby solid- stating the material or 
increasing its molecular weight. This typically leads to increased viscosity or lower flow, which may result in short 
shots, increased pressure required to fill, and inconsistent processing. It is best to find the equilibrium temperature 
where uniform moisture can be maintained without over drying. The low-end tolerance for Amodel PPA is 100 ppm 
(0.01%) moisture content. Once a resin has been adequately dried, it is important to maintain relatively constant 
moisture levels throughout the molding run to ensure process and part uniformity. Melt viscosity is influenced by the 
amount of moisture in resin. More moisture equates with a lower melt viscosity (see Fig. 2). 

Moisture levels upwards of 0.15% can cause cosmetic problems such as splay or silver streaking on the surface of a 
molded part. Higher levels can lead to hydrolysis, and result in a significant reduction in mechanical properties. This 
is clearly an issue for any molder. But it underscores the importance of proper drying techniques when specifying 
specialty resins like PPA, which are often selected for the most demanding applications. 

Source : Plastics Technology

Head Office : 
Shed No. 90 H 1, IDA 
Kattedan, RR District, 
Hyderabad - 77.
Cell :   07702301121
  09177101121. 

Branch : 
21/108/2

Ist Floor, Jain Street
Gollapudi, Vijayawada.

MURLI POLYMER
Praaveen Kedia

MURLI POLYMER

Authorised Dealers of

Reliance
Industries Limited

Email: murlipolymer@gmail.com
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NEW MEMBERS LIST

  Name & Address of  the Member Representative Ph. No. Line of Activity

SANJAY CHEMICALS (I) PVT LTD. 
Flat No 201, Massetty Plaza, 
P.G.Road, Secunderabad-500003

Harsh M. Parmar 
(Marketing)  

9000245678 Importer of PVC, Pet, 
LDPE, HDPE, EVA, 

LLDPE

KHAYATI PLASTICS
2-3-59, Ramgopalpet, 
Secunderabad - 500 003. 

Prateek Kumar 
Nahata
 (Proprietor) 

8500708321 Line of Activity : 
Water Storage Tanks, 

Septik Tanks, 
Dustbins.

VIVID PACKAGING PVT  LTD 
Sy.No. 284/2, Block No 35, Phase I, 
IDA, Jeedimetla, Hyderabad-500055 

Bh.N.Ramesh
(Director)
 MV Srinivasa Prasad 
(Director)

9010202571

9948646404

Moulding Of Engg, 
Parts CPA & Closures 

for FMCG

LEELA EXTRUSIONS 
7-4-117/4, (Eastern Part)  
Gaganpahad, Rajendranagar Circle, 
Hyderabad-500012. Telangana  

Manish Fitkariwala 
(Manager), 
Rakesh Ladia
 (Partner) 

9246107534

9347201778

PP/LD Film 
Extrution

VIJAY SAI DIP MOULDINGS
Plot No 748, Subhash Nagar, IDA, 
Jeedimetla, Hyderabad-500055 

Vasu
(Proprietor)

9866077216 Mfrs of DIP 
Moulding 

Components

JAGORE LIFE SCIENCES PVT LTD 
Plot No 50/A/1, Sy. No 334-337 
S.V.S Industrial Co-Society 
Bachupally -500090 

Venkateshwerlu 
(Director)

9177003437 Pharmacetical 
Laboratory Plastic 

Items

SRI VAIBHAVA DURGA PLASTICS
184/2, Kesanupalli to Turaka Palem 
Road, Narasaraopet, 
Guntur(Dist)-522601 A.P

T.H.P.S Kumar 
(Partner) 
M.Chandra Mohan 
(Partner) 

9849037368

9848519685

Injection Moulding 

SRI VINLAX AGRO & POULTRY 
PRODUCTS
Plot No 83/A, Phase-I, IDA, 
Jeedimetla-Hyderabad-55

M.Tejesh Reddy 
(Managing Director)

9000123477 Blow Moulding, 
Injection Moulding
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SHOEB PACKAGING 
8-2-207/35/1, Tata Nagar, 
Mailerdevpally, Kattedan, 
Hyderabad-500077 

Mohd Shoeb 
(Proprietor)

9700250514 Line of Activiity : 
Manufacturers of 

Carry Bags

3 NAAM ENTERPRISES 
1-1-385/A, 503, Srinidhi Apartments 
Gandhinagar, Hyderabad-502280 

K Maheshwar 
(Proprietor)  

9885300063 Line of Acitivty : 
Polythene Bags Non 

Woven Bags

SRI SHYAM ADDITIVES PVT LTD
Sy # 61, Thimmapur Kothur, 
Mahaboobnagar-509228 

Ashay Baldwa 
(Director)
Narendra  Baldwa 
(Director)

9666653544

9849025646

Manufacturers of 
Other plastic 

products 

FERRO MACHINERY 
MANUFACTURERS PVT LTD. 
A- 1003, Titanium Square, 
Thaitej Cross Road, S.G. Highway 
Ahmedabad-380054 

Kushal Chotaliya 
(Ass.Manager Sales) 

9099914269 Line of Acitivty : 
Machinery 

Manufacturers of Plastic 
Bag Making Machine, 
Such as bottom Seal 

machine, Side Seal Bag 
Making Machine

JK LABLES 
Survey no 184, Gaganpahad, 
Rajendranagar, Rangareddy Dist, 
Hyderabad, Telangana-500030 

Amit Gupta- 
(Proprietor) 

9393313332 Line of Acitivity : 
Manufacturer of 

Corrugated paper and 
paperboard and 

containers of paper and 
paper board.

SRI VINAYAK PLAST 
8-3-27 (old 2-128) 
Mailardevpally, 
Rajendra Nagar - 500 077.

Ajay Jain 
(Proprietor)

9441876193 Line of Activity : Mfrs 
of Plastic Planters & 

Articles.

ROLLEPAAL ENIGNEERING 
INDIA PVT LTD 
Block #394, Plot no #2, Ashwamegh 
Industrial Estate , Opp IBP Petrol 
Pump Post Changodar Ahmedabad 
Pincode 382213, Gujarat India. 

Srinivas Brahma 
(Manager Sales)
Ritesh Singh Thakur  
(Executive Sales & 
Service)  

9099001809

8008952244

Line of Activity : 
Extrusion machinery 
manufacturers for U-
PVC pipes foam core 
pvc pipes & pvc –o 

pipes
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TELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATIONTELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATIONTELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATIONTELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATIONTELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATIONTELANGANA AND ANDHRA PLASTICS MANUFACTURERS ASSOCIATION
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LARGE & MEDIUM SCALE UNITS, Affiliate Members & OTHERS: - 

Agents / stockists / importers / exporters of plastics raw material 

Plant and Machinery and finished / semi-finished plastic goods and  

Manufacturers of plastic moulds / dies / tools and other allied  

Equipments / accessories and all medium and large scale industries  

LARGE & MEDIUM SCALE UNITS, Affiliate Members & OTHERS

Micro & Small Enterprises

Admission  Fee Rs. 1000/-

Rs. 15,000/-

Rs. 25,000/-

Rs. 1000/- Environmental Contribution                                                                                   

Enclosures:Enclosures:
1.   Passport size photograph (s) of the representative(s)1.   Passport size photograph (s) of the representative(s)
2.   Valid MSME / SSI registration certificate2.   Valid MSME / SSI registration certificate
3.   VAT registration copy3.   VAT registration copy
4.   Partnership Deed / Memorandum of Association of Company4.   Partnership Deed / Memorandum of Association of Company

Enclosures:
1.   Passport size photograph (s) of the representative(s)
2.   Valid MSME / SSI registration certificate
3.   VAT registration copy
4.   Partnership Deed / Memorandum of Association of Company

     Micro & Small Enterprises       

    1. Units with hand/manually operated plastics 

    2. Machinery units with semi-automatic plastic Machines 

        including Hydraulic /  mechanical operated machines 

    3. Units with Automatic Plastic plants / machinery including

        extrusion Plants, automatic blow / injection /

        vacuum Moulding machines, Reprocessing plants,

        Calendaring / lamination plants, Automatic looms etc.  

    4. Manufacturers of re- processors, Master batches and plastic Processing

         Machinery, Moulds and ancillary equipments 

   Admission  Fee

   Environmental Contribution

+GST @18% 



On the occasion of world Environmental Day, TAAPMA has launched awareness poster campaign in city along with 
GHMC. TAAPMA has felicitated Sri Ram Mohanji, Mayor of GHMC, in presence of Commissioner GHMC & Dy Mayor. 
TAAPMA President Mr VENUGOPAL,  Past Presidents  & other working committee members, office bearers were present  
on 05-06-2017 at GHMC office, Hyderabad. These awareness stickers has been pasted on GHMC autos plying on the 
roads of Hyderabad. Also Posters were pasted in residential areas. 

 TAAPMA ACTIVITIES
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A Plastmeet on GST was Organised by TAAPMA on the 9th of June, 2017 at FTAPCCI Auditorium. 
Presentations were  made by Mr.Tirumalai, a Senior Chartered Accountant and 

Mr.Satish Saraf, a Chartered Accountant practicing at Hyderabad. 

 TAAPMA ACTIVITIES
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More than 140 Members of TAAPMA Participated. 
In the Question and Answer Session speakers Clarified the doubts of members.

23
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Haldia Petrochemical Ltd.

Del-credere Agent & Consignment Stockist

For Telangana, AP, South Gujarat & UT of Dadra and Nagar Haveli & Daman & Diu
Maharastra & Goa

2nd Floor, 1-8-304-307/10, Patigadda Road, Secunderabad - 500 003. Telangana, India.
Tel. : +91-40-27909001, Email : hyd.ccpl@gmail.com

Registered Ofce : # 12/260, Shastri Nagar, Khatodra, Surat - 3905002, Gujarat, India.

March - April, 2017



TAAPMA Stall at IPLEX17, Chennai (June 15 -18, 2017)

The Member of TAAPMA fondly remember their beloved, past president Mr. Arif Abdul Sattar, who left for his heavenly abode on. 

Mr. Arif Bhai as he was popularly called was actively associated with the activities of the association till last. As a special 
invitee he regularly attended mostly all MC meetings till recently.

Members fondly remember him as a jovial & friendly person. He served the association as President in  the year 1995-97. 
During his term TAAPMA organised a National level Seminar on Plastics in Packaging on 19-8-95 at Hotel Krishna Oberai, 
which was a huge success with large no. of delegates and a good number of Techno commercial papers presented by 
eminent persons from the Plastic Industry.

TAAPMA members offer their respectful homage to Former President Sri Arif Abdul Sattar.

Mohd. Arif Abdul Sattar
Former President - TAAPMA

( 1995-1997 )

Past President Sri Arif Abdul Sattar’s journey with TAAPMA. 

Sri Arif Bhai at one of the TAAPMA events.
Sri Arif Bhai at the TAAPMA Silver Jubilee Seminar with Sri SV Kabra (MD) ,

Kolsite Industries and Sri NK Patel (MD) of Windsor India Ltd. 

Sri Arif Bhai addressing the members at 
TAAPMA AGM after being elected as President.

Sri Arif Bhai felicitating the chief guest Sri Govindrajulu IAS, 
Secretary Industries Dept. Govt. of A.P

OBITUARY
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Proper cooling in extrusion is critical because it often controls output. Extruded parts can be cooled by gases, liquids, 
or contact with a heat-absorbing surface such as chill rolls or calibrators. Profiles, pipe, tubing, and cable jacketing are 
generally water cooled; other types of extrusions (such as blown film) are cooled by air or gases, either entirely or 
partially. Many of the same techniques that are used to optimize cooling in other processes, notably molding, apply to 
extruded products as well. One of the most significant is the need for turbulence of the coolant at the surface of the 
extrusion. When water or a gas flows at low velocity it forms layers. This is called laminar flow. Under laminar flow, 
the heat-transfer rate equals the surface area times the temperature differential divided by the distance from the 
surface. This means there is a temperature gradient from the surface outward into the coolant.

With laminar flow, the coolant layer nearest the extrusion, often called a boundary layer, has a low velocity because of 
its drag on the extrudate surface. Consequently it becomes hotter than the surrounding coolant. Since heat flow from 
the surface of the extrudate is proportional to the difference in temperature between the extrusion and the coolant, 
the hotter layer at the surface of the extrudate reduces the overall heat transfer.

Greater coolant velocity creates turbulence in the boundary layer and mixes the main body of the coolant with the 
boundary layer near the extrudate surface. Additionally, turbulence at the extrudate's surface reduces drag. Finally, 
increased velocity moves the hotter coolant away from the extrudate. So, an important aspect of heat transfer is the 
velocity of the water or gas near the surface of the extrudate or tooling component. It can be more important than the 
actual temperature of the coolant. Turbulent flow increases convective heat transfer, increases mass transfer and 
mixing, and reduces drag, all of which are all favorable to increased cooling of the extrudate.

Reynolds numbers (Re) below 1000 are considered indicative of laminar flow. Numbers ranging from 1000 to 
10,000 are considered a transition zone, and beyond 
that is turbulent flow. Turbulence is determined by 
calculating the Reynold's number as follows: 

Re= udn/V

u = velocity, dn = hydraulic diameter, and V = 
kinematic viscosity.

In the accompanying graph, the Re is compared with 
the Nusselt number, which is a ratio of convection to 
conduction heat transfer, for a corrugated and a 
smooth tube. A higher Nusselt number indicates 
increased convective heat transfer.

Comparing the Nusselt number at Re = 1000 to Re = 
3000 shows an increase of more than two times the 

Regardless of what you are extruding, in order to maximize cooling 
you need to generate turbulence at the heat-exchange surface.

Here, comparing the Nusselt number at Re = 1000 and Re = 3000 shows 
an increase of more than Nusselt number, two times the convective heat 
transfer. This means it would require a significant change in water 
temperature to match the effect of turbulence. Source: HRS Heat 
Exchangers
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convective heat transfer. It would require a significant change in water temperature to match the effect of turbulence.

How do you apply this to your process? Each process has to be treated a little differently, but with the same goal—to 
achieve turbulence at the heat-exchange surface to maximize heat transfer. For example, in a chill roll for sheet/cast 
film, cooling turbulence is created in the spiral wraps to cool the shell. For blow molds, turbulence is generated in the 
water passages of the mold. In profile tooling, turbulence is established in calibration tooling.

In processes where the tooling does the cooling, the Re can be used to size the cooling channels and even the velocity 
in the surface film in the calibration tooling. However, in large cooling tanks it's more difficult to establish turbulent 
flow. So for pelletizing, pipe, tubing, and some profile applications, it may be hard to significantly increase the 
velocity of the cooling water to the turbulent range. In those cases you can use jets, bubblers, or baffles to generate the 
localized velocity necessary to break up the boundary layer.

Even though the temperature of the overall mass of water may remain low, the invisible boundary layer and its 
temperature gradient surrounding the extrudate restrict heat transfer.

Source : Plastics Technology

OBITUARY
TAAPMA members offer their respectful homage to Late Mr. Bhagwan Das Sarada, 

representing M/s Bharat Plastic Traders. He expired on 27-03-2017

March - April, 2017
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Many modern extrusion lines are equipped with data-acquisition systems 
(DAS). These systems can present extruder operators and process engineers 
with a large amount of data. There are several critical issues in the 
Engineering Inc. proper use of a DAS:

Are the correct process variables measured and monitored?
Is the data collection rate appropriate?

Is operating personnel capable of properly interpreting the data?

In this article we will focus on how process data from a DAS can be used to 
detect and solve extrusion problems.

VARIATION IN STOCK TEMPERATURE

Figure 1 depicts a single-screw line extruding tubing. The temperature of the extrudate is measured with an infrared 
(IR) thermometer. Only a short section of the tubing is visible between the die and the calibrator. Process data was 
captured and plotted (Fig. 2).

The trend plot shows temperature measured in 11 locations; it also shows the motor load. There are four extruder 
zones and five diehead zones. The temperature measured in these zones is the temperature of the metal. Polymer melt 
temperature is measured with an immersion probe in the die and with an IR detector just beyond the exit of the die. 

The trend plot shows a number of temperatures 
with a regular sinusoidal variation with the 
same frequency. The cycle time of the variation 
is about 6 min. The amplitude of the 
temperature variation varies considerably from 
2° C up to 15° C (3.6 to 27° F). The IR 
measurement of tubing temperature after the 
die shows the largest variation (15° C/27° F). 
The melt-temperature variation measured with 
the immersion probe shows significantly less 
variation (2-3° C/4-5° F). The variation in 
tubing temperature is unacceptably large and 
indicates a problem.

The die temperature at the discharge end varies 
about 4°C (7° F), and it would be tempting to 
conclude that the die- temperature variation is 

In this article, learn how process data can be used to identify and fix extrusion issues.

How to Collect and Interpret Extrusion Process Data

This single-screw tubing line is using an 
infrared temperature-measurement probe.

Process data from the line shown in Fig. 1. The trend plot shows temperature 
measured in 11 locations, as well as motor load. Note a number of 
temperatures with a regular sinusoidal variation with the same frequency. The 
tubing temperature shows the largest variation, which is a problem. The cause? 
Variation in the feed material entering the extruder.

March - April, 2017



Plastic Times 

Tech - Talk

29

causing the tubing-temperature variation. However, this is not possible 
because the tubing- temperature variation is about three to four times 
greater than the die-temperature variation. Clearly, the die-temperature 
variation is caused by the melt-temperature variation and not the other way 
around. A similar argument can be used for the variation in barrel 
temperatures.

There is little variation in motor load and no variation in screw speed. As a 
result, the tubing-temperature variation cannot be caused by changes in 
viscous dissipation. This leaves one other possible cause of the problem: 
variation in the feed material entering the extruder. Unfortunately, this 
extruder was not equipped with a pellet temperature sensor in the feed port. 
However, there was strong indirect evidence of pellet temperature 
variation. The polymer was dried before it was conveyed to the extruder. It 

turned out that the feed hopper was filled with hot, dry material every 6 min.

The feed hopper itself was not heated. Therefore, the hot pellets from the drier would cool down in the feed hopper as 
they made their way to the feed opening of the extruder. The hopper was filled at 6-min intervals. This created a 6-
min cycle in the temperature of pellets entering the extruder. Once the cause of the problem is known, the solutions 
are obvious. One possible solution is to install a hopper drier on the extruder so that the pellets stay dry and at 
constant temperature in the hopper.

It should be noted that the problem would have been noticed immediately if the extruder had been equipped with a 
pellet temperature sensor at the feed opening of the extruder. Such a temperature sensor provides important 
information. Unfortunately, extruder manufacturers generally do not provide a temperature sensor in this part of the 
machine.

VARIATION IN FEED-HOUSING TEMPERATURE

The extruder performance is dependent on the temperature of the feed housing. Thus, it is important to measure that 
temperature, but surprisingly, many extruders do not have a temperature sensor in the feed housing. That housing is 
generally water cooled because it is located up against the hot extruder barrel. Water cooling allows the feed housing 
to be maintained at temperatures much lower than the barrel temperatures. In most extrusion operations, the barrel 
temperatures are quite high (over 150 C/302 F).

If the feed housing cannot be maintained at a low enough temperature, extruder performance can deteriorate quickly. 
This can lead to unstable extrusion conditions. A high level of instability is called surging.

Surging caused by overheating of the feed housing was discussed by J. Powers et al. at the Society of Plastics Engineers 
2000 Annual Technical Conference (ANTEC). The overheating caused large variation in motor current, screw 
speed, and pressure in a large vented extruder. The pressure was controlled with a feedback control to the screw speed, 
which was varied to maintain constant pressure. However, this pressure-feedback control only works when the 
pressure changes very slowly and gradually. Pressure feedback does not work for rapid changes in pressure, which 
result in rapid screw-speed variation. The variation in motor current and screw speed is shown in Fig. 3. 

Pressure is generally controlled with a feedback 
control to the screw speed. But pressure 
feedback does not work for rapid changes in 
pressure, which will result in rapid variations 
in screw speed and motor current, as shown 
here. The issue here turned out to be scale 
buildup in cooling channels.
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The variation in screw speed and motor current are quite severe. The screw 
speed varies between 80 and 160 rpm with a variation in motor current 
from 400 to 800 amps.

Calcium deposits in the cooling channels of the feed housing will reduce 
heat transfer and lead to higher temperatures. It is important to measure the 
inlet and outlet temperatures and the flow rate of the water. With these 
three data points, the amount of cooling can be quantified. If the amount of 
cooling declines over time, this is likely caused by calcium deposits.

The problem of scale buildup in cooling channels is quite common. 
Calcium scale is a hard, thick coating of calcium carbonate that forms on 
the internal walls of cooling channels. Water that contains minerals that 
cause scale is called “hard” water. 
It is important to make sure that 

the water is properly treated with a water softener to avoid scale buildup. 
There are other ways to prevent scale, such as use of an electronic water 
descaler.

For water cooling of the extruder feed housing it is good practice to use a 
closed-loop circuit. This reduces the chance of getting hard water in the 
cooling system. This applies not only to the water-cooled feed housing but 
also temperature zones along the extruder barrel that employ water cooling.

VARIATION IN MELT PRESSURE

In the first part of this article we discussed how the screw flight creates a 
sawtooth pattern in the melt pressure measured at the discharge end of the 
extruder. A similar situation occurs with a gear pump (Fig. 4). Gear pumps 
are used to closely control the flow from an extruder in order to achieve less 
variation in flow rate and extrudate dimensions.

At the discharge end of the gear pump, the polymer melt is expelled by the intermeshing action of the gears. This 
creates pressure pulses as shown in Fig. 5. This figure shows short-term fluctuations at about 4-5 pulses/sec caused by 

Gear pumps are used to closely control the flow 
from an extruder to achieve less variation in 
flow rate and extrudate dimensions. At the 
discharge end of the gear pump, the polymer 
melt is expelled by the intermeshing action of 
the gears.

The intermeshing action of a gear pump 
creates both short- and long-term pressure 
fluctuations. The latter must be investigated 
and solved. The pressure pulsing of the teeth of 
a gear pump can be reduced by using helical 
gears rather than straight gears.

The discharge pressure on a new extruder just 
put into service showed a regular sinusoidal 
variation.

The barrel temperatures also showed a regular 
sinusoidal variation. The trend plot shows that 
the variation in barrel temperature is much 
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the meshing of the gear teeth. The pressure pulses from the gear 
teeth are small (about 4-6 psi) but clearly distinguishable. The 
figure also shows longer-term fluctuations with a cycle time of 
about 10 sec and with amplitude of about 10-12 psi. The source of 
the longer-term fluctuation was not known; however, this 
fluctuation certainly should be investigated and eliminated if 
possible. The pressure pulsing of the teeth of a gear pump can be 
reduced by using helical gears rather than straight gears.

CYCLIC VARIATION IN DISCHARGE PRESSURE

The last example deals with a new extruder whose discharge 
pressure showed a regular sinusoidal variation, as shown in Fig. 6. 
The barrel temperatures also showed a regular sinusoidal variation 
(Fig. 7).

The barrel-temperature trend plot shows that the variation in 
barrel temperature was much too large—about 10-15° C (18-27° 
F). This suggested poor tuning of the temperature controllers for the barrel zones. When the tuning was corrected, 
the barrel-temperature variation reduced to normal levels and the pressure variation reduced from ±10% to about 
±0.7%.

PROCESS OPTIMIZATION

Data-acquisition systems are also very useful for process 
optimization. For instance, barrel temperatures can be 
optimized to achieve the lowest pressure fluctuation. 
This can be done by changing the setpoint and 
following the transient response of the extruder. Figure 
8 shows the transient response of changing the setpoint 
of barrel zone 1 from 100 C to 175 C (212 to 347 F). 
This figure shows the pressure vs. the actual temperature 
of zone 1.

This figure shows clearly that the pressure fluctuation 
reaches a minimum at a temperature of about 130-135 
C (266-275 F). These results indicate that the optimum 
temperature of barrel zone 1is around 130-135 C. Since 
the pressure versus temperature can be displayed in 
graphical form, determination of the optimum 
temperature is quite easy. 

These examples show that a data-acquisition systems 
(DAS) is very helpful in detecting process problems and 
in troubleshooting these problems. A DAS is also very 
helpful in process optimization, as the example 
indicates.

Barrel temperatures can be optimized to achieve the 
lowest pressure fluctuation. This can be done by changing 
the setpoint and following the transient response of the 
extruder. This shows the transient response from changing 
the setpoint of barrel zone 1 from 100 C to 175 C. This 
figure shows the pressure vs. the actual temperature of zone 1.

eliminates huge underground water tanks,

Customised Design

applica�ons

plus

Source : Plastics Technology
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A number of die-flow issues can affect surface finish, but one that's 
often overlooked is the “sharpness” of the die exit geometry. 
Polymers will stick to the die surfaces unless you use additives such 
as fluoropolymers, which can lend a degree of stick/slip flow.
Moreover, all polymers have some degree of die swell due to 
molecular orientation that occurs in the die exit. This is due to 
uniaxial flow, which untangles the long polymer chains in the 
direction of flow. Once relieved of the flow velocity, the polymer 
returns quickly to its “relaxed” state and reorients to a random 
configuration. This results in expansion, primarily in the 
transverse direction, both horizontally and vertically, and is 
referred to as swelling of the extrudate. Die swell increases with 
velocity, reduced land length, decreasing temperature, and the 
molecular properties of the polymer. Adhesion to the die surface, 
combined with die swell, causes the polymer to flow along the face 
of the die after the exit if there is not a sharp break-off point, rather 
than moving directly downstream away from the die face. This 

situation is exacerbated by any radius on the die exit, which causes the polymer to continue following the die surface 
because of the combined effects of adhesion and swelling. Such exit radii are not usually there by design but are caused 
by periodic maintenance and/or gauging. Contacting the exit edges of the die with hard objects will eventually wear 
the sharp edge, creating a radius. 
Although it's wise to use soft tools to clean the die, it should be noted that all metals that have a “gold” color are not 
necessarily soft. Typical low-carbon steel has a Rockwell Hardness (Rb) of less than 71. Pure copper has a typical Rb of 
<10, but some copper alloys are as hard as 98 Rb while brass alloys can be 63 Rb. It's not uncommon to observe 
operators using razor knives, steel spatulas, hardened drills, steel-wire brushes, stainless feeler gauges, and even screw 
drivers to work on the die. These types of tools are often harder than the die-exit edges unless the edges are made of 
heat-treated, high- carbon steel, and as a result can wear them quickly.
The “breakaway” effect for a sharp edge is contrasted by one with a radius in the accompanying figure. The polymer 
tends to follow the radius because of its adhesion to the wall, and then swell when it needs to break away cleanly from 
the die face and move downstream. This can cause micro-tearing of the surface and leave polymer on the radius or 
above it on the die face as die buildup. The combination of tearing along with die buildup is often a largely invisible 
cause of poor surface finish on the extruded part. A radius as small as 0.010 in. has been found to result in surface 
tearing and die-face buildup with certain polymers.
Obviously dies periodically need cleaning, and if aggressive cleaning is necessary, even what are believed to be 
protective materials such as brass are hard enough to abrade a die's sharp edges, creating a radius or chamfer. To 
counter this effect, the die-exit face may need periodic resurfacing to restore the sharp edge. This can be done by 
surface grinding, but requires removing and disassembling the die, resulting in extended downtime.
Simply using only soft copper scrapers, gauze, feeler gauges and other tools can prevent this abrasion and many 
surface defects.  

Dies that have a radius at the exit will result in poorer surface finish.

On die exits with a large radius (bottom), polymer tends 
to follow the radius because of its adhesion to the wall, 
and then swells, when it should break away cleanly from 
the die face and move downstream. This can cause micro-
tearing of the surface and leave polymer on the radius or 
above it on the die face as die buildup. Sharp edges (top) 
result in a much smoother extrudate.

Source : Plastics Technology
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Fungus that eats plastic may help clean environment
Source : compositesworld.com

Scientists have identified a soil fungus, which uses enzymes to rapidly break down 
plastic materials, an advance that could help deal with waste problem that threatens 
our environment.
Humans are producing ever greater amounts of plastic — much of which ends up 
as garbage. Since plastic does not break down in the same way as other organic 
materials, it can persist in the environment over long periods of time.
Now, researchers from the Chinese Academy of Sciences have found an unexpected 
solution to the growing plastic problem in the form of a soil fungus.

Attempts to deal with plastic waste through burying, recycling, incineration or other methods are variously 
unsustainable, costly and can result in toxic by-products, which are hazardous to human health.
Researchers argue that we urgently need to find new, safer and more effective ways to degrade waste plastics. The team 
found the plastic-eating fungus living in a rubbish tip in Islamabad, Pakistan.
Physical strength used
The researchers took samples of soil and various pieces of rubbish in hopes of finding an organism that could feed on 
plastic waste in the same way that other fungi feed on dead plant or animal material.
Aspergillustubingensis is a fungus, which ordinarily lives in the soil. In laboratory trials, the researchers found that it 
also grows on the surface of plastics.
It secretes enzymes onto the surface of the plastic, and these break the chemical bonds between the plastic molecules, 
or polymers.
Using advanced microscopy and spectroscopy techniques, the team found that the fungus also uses the physical 
strength of its mycelia — the network of root—like filaments grown by fungi — to help break apart the polymers.
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It uses enzymes to rapidly break down synthetic material

Raj Packaging  Industries Ltd has been awarded 
with 'SME achiever of 2015-16' by the SME 
forum. The Jury Board of SME had evaluated over 
41832 nominations received from all over India, 
The scrutiny was based on  Financial and Non 
Financial parameters of the SME for awarding the 
title. 
As per Khushboo Joshi, 
Company Secretary “The 
Company was able to 
achieve this milestone of 
being recognized as one 
of the  top 100  SME in 

the country due to the trust imparted on us by the stakeholders of the Company.  The 
Company received the award at New Delhi on 6th May, 2017. The award was presented 
by Mr. Kalraj Mishra, Hon'ble Minister of MSME, Govt. of India. We take the 
opportunity to thank you for good will and the wishes extended throughout”.

Raj Packaging  Industries Ltd has been awarded with 'SME achiever of 2015-16' 
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